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1. TEAIO EQAPMOIHZ

H mrapouoa Mpodiaypapry EvotrAwyv Auvauewyv (M.E.A.) kaBopilel TIG TEXVIKEG
ammautioelg Tou [oAgpikou NauTtikou (M.N.) yia Tnv eKTéAeon Twv €pyacIwY
KATOOKEUNG dUo (2) TopmAoowAnvwy (T/Z) tTou tTpoopilovTal yia TiIg B€oeig No1 kai
No2 twv YtoBpuxiwv (Y/B) 1. 209.

2. 2XETIKA EITPAGA
2.1 Tlpodiaypaeg EvottAwy Auvapewy

2.1.1MEA-B-10023, «Epyacieg e@appoyAg/ ouvtipnong cuoTnUaTwy Paerig Kal
KaBapiopou emigaveiwyv o€ M. MAoia, NMAwTd Méoa kal MAWTEG AeEQUEVES

2.2 NopoBeoia

2.2.100nyo¢ epappoyns TnG vouobeaiag TnG EupwTraikns ‘Evwong yia Tnv eutropia
TTpoiovTWYV eviog EE, C 272 1ng 27.7.2016

2.2.2 Ailatageic tou A, 70/1990, «Yyieivy kai AogdAeia Twv Epyalopévwv o€
NauTtrnyikég Epyaoieg»

2.2.3Aiatageic Tou MN.A. 17/96, «Mé&tpa yia Tn BeATiwon TNG aCPAAEIOS Kal TNG UYEiag
TWV £pyalopéVwy KATA TNV Epyacia», o€ CUPPOp@wOn HE TIG odnyieg 89/391/EOK kal
91/383/EOK

2.2.4Notageic  N.3551/2007, «[lMepi  MnTpwou  ETIXEIPACEWY  VAUTTYNONG,
METATPOTIAG, ETTIOKEUNG KaI OUVTHPNONG TTAOIWV»

2.2.5Aiatdgeig Tou M.A. 42/2003 (PEK utr’ apiB. 44/A°/121.2.2003), «ZXETIKA ME TIG
eENAXIOTEG ATTAITAOEIG YIa TN BEATIWON TNG TTPOOTACIOC TNG UYEIOG Kal TNG ac@aAgiag
TWV €pyadopévwy ol oTToiol gival duvatod va ekTeBoUV 0€ KivOUvo aTTd EKPNKTIKEG
ATHOCPAIPESH

2.2.6 Aiotageig Tou N.3850/2010 (PEK A’ 84), «Kupwaon Tou Kwdika Néuwv yia Tnv
Yyeia kai Tnv Ac@aAeia Twv Epyalopévwv» 6TTwg auTtdg TpoTToTroInenke Kal 10XUEl
WG OAPEPOR

2.2.7 Miotageig tou M.A. 89/1999 (OEK utr’ apiB. 94/A’/13.5.1999), «TpoTtrotroinon
Tou TL.A. 395/94 Trepi eAAXIOTWY TTPOBIAYPOPWY QOQOAEIOG Kal UYEiag yia Tn
XpnoigoTtroinon €ZoTTAIcuoU epyaciag ammd Toug epyaldPeEvoOUS KaTtd Tnv Epyaaia
TOUG»

2.2.811.A.3/08 (PEK A’ 3/14.1.2008) «MnT1pwo KaraokeuaoTwv AYuvTiKoU YAIKOU»

2.2.9 Aiatageig Tng Y.A.IT Api6. ©.800/373010/2.439/01 ®e 18 (PEK B’ 535 atrd 16
®eBpouapiou 18), «KooToAdynon/ TIMOAGYNON TTAPEXOMUEVWY  UTTNPECIWY KOl
OIKOVOUIKI TaKTOTToIiNoN Twv do0coANWIWY TwV KAGdwV Twv EVOTTAWY Auvauewvy.



2.3 Kavoviopoi — NpdTutra

2.3.1EAOT ISO 8501-1:2007, «[lMpoeToiyacia XaAUBdIVWY ETTIQAVEIWV TTPIV ATTO ThV
EQAPMOYA XPWHATWY KAl OXETIKWY TTPOIOVTWYV — OTITIKA agloAdynon Tng kabapdTnTag
NG em@avelag — MEpog 1: Karnyopieg okwpiaong Kal KATNYOPIEG TTPOETOINACIAG WN
EMKAAUUUEVWY  XOAUBOIVWY  ETTIQAVEIWY  WETA TNV OAIKN  a@aipecn Twv
TTPONYOUNEVWYV ETTIKAAUWEWV»

2.3.2ENAOT EN ISO 5817:2014, «ZuykoAAnoeig-Evwoeig pe ouykOAAnon dia TALEWS
o€ XAAuBa, VIKENIO, TITAVIO KAl Ta KPAPaATd Toug (egaipeital ouykOAAnon ue déoun)-
EtiTreda 10160TNTAG VIO ATEAEIEGH

2.3.3BV 1050-2:1990, «Welded Connections (Welding Instructions) for Submarines»
2.3.4EN ISO 14555:2017, «Welding-Arc stud welding of metallic materials»

2.3.5EAOT EN 10025-2:2019, «[lMpoidévta Bepung €Aaong yia XAAUBEG KATAOKEUWV-
Mépog 1:evikoi TEXVIKOi OpoI TTapddoong»

2.3.6 EAOT EN 10204:2004, «MeTaAAIKG TTpOIOVTA-TUTTOI EYYPAPWYV EAEYXOU»

2.3.7ENOT EN ISO 9712:2012, «Mn kataoTpo@ikoi €Aeyxol-KataAAnAdTnTa Kai
TMoTOoTT0INCN TTPOCWTTIKOU MKE»

2.3.8EAOT EN ISO 15609-1:2019, «[lpodiaypapry kal €ykpion OladIKaoIiwV
OUYKOAANONG METAAAIKWY UAIKWV-Tpodiaypagr diadikaciag ouykOAAnong», ‘Ekdoon
2'1

2.3.9EAOT EN ISO 15614-1:2017, «[podiaypa@ry Kal €Aeyxog KATAAANASGTNTAG
O100IKAOIWY OUYKOAANONG MPETAAAIKWY  UAIKWV-AoKIP dladikaoiag ouykOAAnong-
Mépog 1: ZuykOAAnon e TG0 Kal agpio yia XaAuBeg», ‘Ekdoan 2"

2.3.10EAOT EN ISO 9001:2015, «ZuoTtrpata dlaxeipiong TNG ToIdTNTAG-ATTAITAOEIGH

2.3.11EAOT EN ISO 14001:2015, «Zuotiuata TTEPIBAAAOVTIKAG dlaxeipiong-
ATTaIToeIg kal kabodrynaon yia Tn Xprjon Tou»

2.3.121S0 45001:2018, «Occupational health and safety»

2.3.131SO 9606-1:2017, «EAeyxog KATAAANAOTNTOG OUYKOAANTWV-ZUYKOAANGCN HE
™MEN-Mépog 1:XAAuBEG»

2.3.141SO 3834-2:2005, «Quality requirements for fusion welding of metallic
materials-Part 2: Comprehensive quality requirements»

2.3.15 EAOT EN ISO/IEC 17024:2012, «AtioAdéynon TnGg ouppopewaong-revikég
ATTAITAOEIG YIA QOPEIC TTIOTOTTOINONG TTPOCWTTWV»

2.3.16 IACS Recommendation No.47, «Shipbuilding and Repair Quality Standard»,
Part B “Repair quality standard for existing ships”.



2.3.171S0O 10005 «Quality management — Guidelines for quality plans»
2.3.18 AQAP-2015 «NATO Requirements for quality plans»
2.3.19 Kavoviopog KpaTtikng d1ac@AAIoNG TTOI0TATAG AUUVTIKOU UAIKOU

2.4 Ta oxemkd éyypaga, otnv £€kOoon TIOU ava@EPOoVTal, ATTOTEAOUV PEPOG TNG
TTapouoag TTpodiaypa®ns. MNa 6oa £yypaga dev ava@EépeTal To £T0G TNG €kdOONG,
eQapMUOCeTal N TeAeuTaia €KOOON, CUMTTEPIAOUPBAVONEVWY TWV TPOTTOTTOINCEWVY. 2Z€
TEPITITWON QOUPPWVIAG TNG Trapoucag Trpodlaypa@ns HE TA PVNUOVEUOUEVA
Eyypaga, 1oxUel n TTpodiaypad®r], UTTd TNV TTPoUTTOBECN IKAVOTTOINONG TNG I0XU0UCAG
vopoBeoiag Tng EAANVIKAG AnuokparTiag.

3. TAZINOMHZH
3.1 Koivo Aegihdyio (Common Procurement Vocabulary - CPV)

O1 gpyaoieg OTIC OTTOIEG ava@EPETal N TTapouca TTPodIaypPa®r TAEIVOUOUVTaI
Katd 10 KOIvO AeCINOyio yia TIG dnuooieg ocupPBdocig (CPV), 6TTwg autd kabopiletal
atmd Tov «Kavoviopd (EK) apiB. 2195/2002 tou EupwTtraikou KoivofouAiou kal Tou
ZupBouAiou Tng 5™ NoeguBpiou 2002, aTic akGAOUBES KATnYOpIES:

3.1.150640000-3 / YTTnpeoieg MOKEUNG Kal ouvtriipnong MoAepikwy MAoiwv.
4. TEXNIKA XAPAKTHPIZTIKA
4.1 Opiopoi

4.1.1 «YNIKG»: To oUvOAO TwV UAIKWV (EAGOPATA, avaAWOIPa, TTPWTES UAEG) Ta OTToia
Ba xpnoigoTToIiNBouyV yia TIG EPYACieC KATAOKEUAG TwV T/Z.

4.1.2 «<Avadoxoc» | «EpyoAdpog» Tou épyou: O OIKOVOMIKOG popEéag OTOV OTToio Ba
avaTtebouv pe dnuooia ZuppBaocn ol epyacieg amd TNV Ymnpeoia (MoAepikd NauTiko —
M.N.).

4.1.3 «Y1reuBuvog Alaxeipiong ‘Epyou (Y.A.E.)»: atmmoTeAei Tov «project manager» Tou
avadoyou® eTTi GAwV Twv £pyacitv TTou Ba avateBolv. TiC appodidTnTeg Tou Y.A.E.
TepIAauBaveTal n diac@daAion NG TENONS Twv dIadIKaCIWV TTou KaBopifovTal oThv
TTapouca .E.A. H emkoivwvia TTou aTTaITEITAl YIO TRV UAOTTOINON TWV TEXVIKWV
avTIKEINEVWVY TNG epyoAaBiag (avdBeon, TTPOYPAUUATIONOS, €AEyXOG TTOIOTNTAG,
€yKpion, OIOKOTI/ ouvéxion epyaciwv) die¢ayeTal aTTOKAEIOTIKA peTau tou Y.A.E.
TTOU €x€l KaBopIoTel atTd Tov avadoxo Kal TG ava@epouevng o€ TTapaypago 4.1.4
ETTITPOTING.

4.1.4 «Emitpoti MapakoAouBnong Epyaciwv/ MoloTikAg kai MoooTikAg MapaAaBrig
Twv Epyaociwv tou M.N.» (E.TL.LE.): Q¢ appodidtnNTEG TNG ETMITPOTIAG ATTOTEAOUV N
€yKpIOon Tou oxediou TToIdTNTAG TOU avaddyou, n TTapakoAouBnaon, n agloAdynon Kai n
Eykpion (f ammoppiyn) TwWV TUXOV ATTOKAICEWV OTNV KATAOKEU, N TTOIOTIKI)/ TTOOOTIKA

O avdadoxog @épel TNV aTTOKAEIOTIK) €UBUVN YIa TIG Epyacieg TTou avaTiBevTal Kal EKTEAOUVTAI OTO
TrAaiolo Tng ZuuBaong Tnv otroia Ba cuvayel Bdoel Tng TTapouoag MN.E.A.



TTapaAafr, N oUVTagn Twv TTPWTOKOAAWY TTAPAAABAG TWV EPYACIWY KOl N TTAPOXN
KATEUBUVOEWV TTPOG TOV avADOXO0, OXETIKA UE TIG EPYATIEG TTOU O AVADOXOG EKTEAEI
OTO TTAQiCI0O TNG ouuPacng yia Tnv Kataokeu Twv T/X (.. TePi BepdTWyY
TTPOYPOAUUATIONOU, €AEYXOU TTOIOTATAG, E£YKPIONG, OIOKOTING/ ouvéxiong). Emmi Twv
BepdTwy eAéyxou TTOIOTNTAG, ALIOTTOIEI TIC UTTNPECIEG TWV APHOBIWY TUNUATWY TwV
ETTIOKEVOOTIKWY QopEwv Tou IM.N.

4.1.5TopmAoowAnveg (T/Z): O1 T/Z eivar XaAUBdIvEG KUAIVOPIKEG KATAOKEUEG
EYKATEOTNUEVEG OTO TTPpwWpaio (MP) TuAua Tou okdgoug Tou Y/B, TTapAAANAa uE TO
dlaunkn &&ova autou, TTOU XPNOIYOTTOIOUVTAl VIO TNV AatToBiKeuon, UETAQOPA Kal
ekTdCEUON TOPTTIAWY UTTORPUXiwG. O KAGBe T/Z atroteAcital amd Tpia (3) €mMpépPoug
TUAPaTA. To KeVTPIKG TURua gival cuykoAAnuévo (welded in) e1mi Tou okdgoug Tou Y/B
(avBekTIKO OKAPOG-pressure hull) kal ekaTéEpwBEeV auTou oTepewvovTal/ BIdWVOVTAl PE
@Aavtleg (flanges) dUo (2) agaipeTd TUAUATA, OTO PNTTPOCTIVO TUNAPaA (TTpwpa-NP) kal
oT1o Tiow (TTPUPa-NM) auTtou. ZUP@WVva UE TO TEXVIKO £yXEIpidlo TTou agopd Toug T/Z
Twv Y/B 1.209, TO UNKO KaTaokeung Twv agaipetwyv MNP kai MM tunudrtwy Twyv T/Z
gival xaAupag St 52.3 (ue 6plo diapporig-yield stress 355 MPa). Ta a@aipeTd TUARUATA
ToU T/Z €x0UV OUYKOAANUEVOUG OTO EEWTEPIKO TOUG TOIXWHA, EVIOXUTIKOUG VOMEIG UTTO
TN Mop®ry dakTUAiwv (frame rings), Ol OTTOIOI CUVEICQEPOUV OTNV EViOXUon NG
avtoxng Twv T/Z. O kdBe T/Z @Epel TOOO ECWTEPIKA 000 KOl EEWTEPIKA TUYKOAANUEVA
Kal BIdwPEVa ECAPTAPATA KAl TTOPEAKOUEVA.

O1 gpyaoiec kataokeung Twv duo (2) T/Z 1Tou TrepIypd@ovTal oTnv TTapouca
M.E.A., agpopouv povo ta IMP TuRua autwyv, dnAadni Ta TuAupaTa Twv T/X TTOU
BpiokovTal €EWTEPIKA TOU avOEKTIKOU OKAPOUG Tou Y/B, eviOG TOU XWPOU TTANPWOEWG
ME BaAdoaolo Udwp Katd Tnv Kataduon Tou Y/B (Bahacoepudtwy). Ta ouyKeKpIPEVa
TuAMaTa Twv T/Z otgpewvovtal oto Tpupvaio (MM) dkpo TOUG HECW TOU
TTeplauxéviou (QAAvTZag) TTou PBpPioKeTal CUYKOAANPEVO €T auTwy, ME Pideg Kal
TTagiuadia. 1o P TuAua Toug, ugioTatal €TIKAIVAG dIauop@waon TNG KUKAIKAG
dlaTouAG Twv T/Z, TAvw oTnV oTroia epappodel n Bupida oTeyavotroinong (muzzle
door). H ev Adyw Bupida (e¢wTtepikd TTwua T/Z) edpaletal o€ KATAANAQ oTnpiypaTa
(MevTeOEDEG), Ta oTroia eival oUuyKOAANPéva ot OUykekpipéveg Béoelig oto NP dvw
TUAMa Twyv T/Z.

O1 T/Z omig B€oeig No1 kai No2 oToug otroioug avagépetal n rapouoa M.E.A.
Oev  eival  akpIfwg Opoiol, KaBOOoOV UTTAPXOUV OPICHEVEG KATOOKEUAOTIKEG
d10@oPOoTTOINCEIS avaPopIKA Pe TN B€on Twv dlIa@OpwV OTNPIYUATWY EVTOS QUTWV Kal
TNV TOTTOBETNON TWV SlI0POPWYV £6APTNUATWY (avoiyuaTa, oTnpiydaTa K.a.). Eviég Twyv
T/Z ummdpxouv euBuvtipieg pdPRdol (guiderails), o1 oTroieg AeiIToupyolv wg odnyoi
oAioBnong yia Tnv Kivnon Twv TOPTTIAWV evTOg Twv T/Z, diatnpwvTag TIG o€ O0TABEPN
ammoéoTacn Aamd T EOWTEPIKA TOIXWHATA Twv T/X KAl dIEUKOAUVOVTAG TNV OMOAA
Kivnor Touc. O1 paBdor auToi ekTeivovTal KaTd T0 SIAUNKES, KAB' OAO TO UAKOG Twv T/Z
Kal edpadovTal/ oTepewvovTal o€ KoXAieg oTAPIENS (ap@ikOxAla-peco bolts), Ta oTroia
gival kataokeuaouéva atrd avogeidwTto XadAuBa (1.4571) kai givar ouykoAAnuéva o€
OUVYKEKPIPEVEG BECEIC ETTI TOU €0WTEPIKOU TOIXWHPATOSG Twv T/Z. O1 v AOyw KOoxAieg
oTAPIENG €ival dUo (2) TUTTWV Kal TTEPIANAPBAVOUV KOXAIEG HE ECWTEPIKA KAl EGWTEPIKA
otreipwpaTta. Mépav Twv KoxAlwyv oTrpIEng, ol T/Z @EPOUV OTO ECWTEPIKO TOUG UEYAAO
apiBud  €IdIKWv  OTNPEIYUATWY €T TWV  OTToIWV  OTEPEWVOVTAl  €gapTriuara/
TTOPEAKOUEVA TWV T/Z (TT.X. OI AVACTAATIKOI UNXAVICUOI TWV TOPTTIAWV).



210 OXEOIO KAl TO QwToypa@Ikd UAIKO TTou TTapartiBevral otnv MpooOnkn «1»
NG Tapouoag M.E.A., Trapoucidlovtal eVOEIKTIKA dIAQOPA KATAOKEUAOTIKA OTOIXEI
TTOU aQOopoUV Toug utrown T/Z.

4.2 Tpoodiopiopog Epyaciwy kar Méowv/ YAIKwv

4.2.1 Ta KATOOKEUAOTIKA OXEDIA, Ta eyXEIPIOIa Kal Ol TEXVIKEG 0dnyieg/ TTPOdIayPaAPES
Tou IN.N. TTOU aTTOITOUVTAI VIO TNV EKTEAECN TWV EPYACIWV TTOU TTEPIYPAPOVTAlI OTNV
TTapouca MNM.E.A 6a TTpoOKOMIOTOUV OTOV avABOX0 O WNPIOKH HOP®H UE PEPIMVA TNG
E.M.E.

4.2.2 O1 gpyacieg Kataokeung Twv MNP Tunudtwy Twv T/Z yia 1i¢ B8€o€ig No1 kal No2,
Ba avarebouv oTov avadoxo w¢ £va OAOKANPWUEVO €pyo Kal Ba TTPETTEl va
EKTEAEOTOUV OUUPWVA PE TO KOTAOKEUAOTIKA OXEOIO Twv uTtown T/Z Kal TIG TEXVIKEG
ATTAITAOEIG TTOU avagEpovTtal oTnv TTapouca MN.E.A. O1 epyacieg repIAapBavouy épa
ammd TNV KATOOKEUR TOU KUAIVOPIKOU TUAMOTOG Twv T/Z WETA TWV EVIOXUTIKWV
OOKTUAIWV QUTWYV, TNV KATOOKEUN KAl T OUYKOAANON — dpuoon KaTd TTEPITITWOoN
OAWV TWV HPOVIUA EYKATECTNUEVWY OTNPIYUATWY KAl TTAPEAKOUEVWV QUTWY, OTTWG
gival yia TTapadelyua Ta avoiyuaTa KUKAIKAG OIATOPNG OTO KATW PEPOG TOUG.

4.2.301 gpyacieg KaTaokeUNS Twv T/Z atraiteital va eKTEAECTOUV OTIG EYKATAOTACEIG
Tou avaddxou €viog TNG eAANVIKAG emmkpdTelag, utmod Tnv emmifAeyn tng E.N.E.,
oUPewWVa Pe TNV avwTépw TTapdypa@o 4.1.4. O1 eykaTaoTAoEIS Tou avaddxou, OTIG
OTT0iEC Ba AGBOUV XWPA Ol EPYOTIEG KATAOKEUNG Kal ETTIBEWPNONG YIa TV UAOTTOINON
Tou £pyou, Ba TTpETTel va TTEPIAaPBAvVOUV KAEIOTOUG XWPOUG TTPOCTATEUUEVOUG ATTO
TIG KAIPIKEG OUVONKEG.

4.2.401 utté avdbeon epyaoieg Ba ekTeAeOTOUV OUPPWVA ME:

4.2.4.1 Tig amaITACEIG KAl TIG TEXVIKEG KATEUBUVOEIG TNG TTapoucag M.E.A. kal Ta
TEXVIKG €yXEIPidIa KAl TO KATAOKEUQOTIKA Ox€SIa TTou Ba 0000V oTov avadoxo.

4.2.4.2 Tig upioTGueveg OIadIKOOIiEG TOU avadoxou, OUPQWVA HE TO OXEDIO
TT0I0TNTAG TTOU Ba ekTTOVROEl KOl Ba UTTORAAEI ATTOKAEIOTIKA YIa TNV KOTAOKEUN TWV
T/Z (AauBavovtag kateuBuvoelg ato Tig TrTapaypdgoug 2.3.17, 2.3.18 kai 2.3.19), Tov
KATEXOMEVO €COTTAICUO Kal TNV TEXVOYVWOia Tou. Tuxov atrokAIoEIS, SIaQOoPOTTOINCEIC
N METABOAEG Ba TTPETTEI va UAOTTOIOUVTAI KATOTTIV £yypagng ouvaiveong tng E.M.E.
(T7.X. MEOW TWV evTUTTWYV Tou ZAl Tou avaddyou).

4.2.5Ta xaAuBdiva eAdopata mou Ba mTpounBeuTei/ Xpnolyotroifoel o avadoxog, Ba
€XOUV TTPOETOINAOTEI e YnypaToBoAr Babuou kabBapdtnTag Sa 272 Katd To TTPOTUTIO
TTapaypd@ou 2.3.1 kal Ba €xouv Bagei e TTPOTTAPACKEUAOTIKO Xpwua (weldable
shop primer) katdAAnAo yia ouykoANjoelg. O TUTTOG Tou €AdopaTog TTou Ba
xpnoiyotroindsi Ba €ival 0 VeVIKOC KATAOKEUAOTIKOS XGAuBag St 52-32 (katd DIN
17100, pe apiBud uhikou 1.0570) fj 1000UVAPOG QUTOU CUPQWVWG TnNG odnyiag
TTapaypdeou 2.3.16, evw KATTOIa CUYKOAANTA €¢apTriuaTta gival amd xaAuBa HY 80.
O1 T/ duvavrtal va KaTaoKEUAOTOUV €iTE atro XaAURBAIVO TUAUA AveU OUYKOAANTIKAG
pa@Pni¢ (seamless tube), €ite a1rd CUYKOAANCN TUNPATWY QUTWV.

2 AVTIOTOIXEl O€ KATAOKEUAOTIKO XGAUBa S355J2G3 1 S355J2+N (Low carbon, high yield strength
structural steel) katd o TpdTuTTo EN 10025-2



4.2.6 H TTo10TNTa TWV OUYKOAANOCEWV Ba gival emédou «Bx» (Quality Level B) katd 1o
TTPOTUTTO TTapaypa®wy 2.3.2 Kal 2.3.3 Kal OAEG 0l CUYKOAANAOEIG Ba €ival OUOIOUOPPEG
KAl OUVEXEIG.

4.2.701 gpyaoieg ouykOAANONG Kal €mmBewpnong Ba TTPETTEl va ekTeEAOUVTAl BACEI
TTIOTOTTOINUEVWY BIAdIKACIWYV Kal Ba TTPETTEl va AduBdvovTal UTTown ol aTTAITHOEIG TOU
Kavoviopou trapaypdgou 2.3.3. MNMapartiBevral ol akOAOUBEG TTAPATTOUTTEG ATTO TOV €V
AOYW KAVOVIOUO™:

4.2.7.1 TMapaypapog 3: AlooTtdoelg cuykoAANTIKWY pagwyv (dimensioning of weld
seams).

4.2.7.2 Tapaypapog 4: 2xedI00PNOG OUYKOAANoewV (design).

4.2.7.3 Mapdaypapog 5.1 £wg 5,10: MNpoypauUATIONOSG KAl Tapaywyrp NG
OUYKOAANONG, Beppikr) kaTtepyaoia (planning an production of the welding, after
treatment).

4.2.7.4 Tapaypapog 6.1 éwg 6.5: Atrodeiteig ardédoong (proofs of performance,
general, planning of the proofs of performance, inspection categories, amount of
inspection).

4.2.7.5 TMapaypapog 6.4: AicEaywyn pun KataoTpo@ikwy eAéyxwyv (M.K.E.).
4.2.7.6 TMapdaypapog 6.5: THpNon apxeiou un KataoTpoPIKwy eAEyxwv (M.K.E.).

4.2.7.7 Mapdptnua A (Annex D) @UAAa 3 kai 6 éwg 10 yia karnyopia
ouykoAAnoewv (inspection category) | (To oUvoAo Twv CUYKOANACEWV oToug T/Z
Bewpeital OTI avAKEl 0€ AQUTHV TNV KATnyopia).

4.2.8Metd TNV eykatdoTtaon Twv T/Z e11i TOU Y/B 110U B0 dI1aTEBE yIa TO OKOTTO QUTO,
Ba ouykoAAnBouv ol koxAieg oTApiEng (peco bolts) pe pépiuva Tou avadodyou. H
OUYKEKPIPEVN B€on evdg ekdoTou KoxAia oTrpiEng Ba TTpokUuWwel CUPQWVA PE TA
KATOOKEUAOTIKA oxédia Twv T/Z Kal TwV UPICTAPEVWY KOXAILWV OTa TUAMATA Twv T/Z
TTou PBpiokovtal €T Kal evidg Tou avBekTikoU okdgoug Tou Y/B, Ta otroia 6a
XPNOIMOTTOINB0UV WG onueia ava@opds yia TNV EKTEAECN BIOUNXAVIKWY YEWOAITIKWV
EPYACIWV OKPIREiag Pe xpron yewdaimikou otabuou. O1 guBuvTnpieg eKAOTOU VEOU
T/Z (010 OUVOANIKO PNAKOG Twv 7.495 mm) Ba €mmaAnBguBolv pe TN ypauur OTTAoU
(Weapon Line) Tou Y/B pe pépigva tou avaddxou. MNMpog utroBoAbnon Twv pyaciwv
TTpoadiopiopou TNG Weapon Line Twv Y/B, Ba diatebei aTov avaddoxo PE PEPIUVA TNG
E.M.E. n ouvaprg Texvikf Odnyia (description of weapon system alignment
measurements). H eykardotaon Twv T/Z emmi Tou Y/B dev atTOTEAEI QVTIKEINEVO TNG
TTapoucag MN.E.A. kai 6a exteAeoTei e pépipva Tou M.N. O1 KoxAieg oTrpI¢ng duvavral
va OUYKOAANBouUv pe Tn péBodo arc stud welding, katd kpion Tou avadoyou. MNa 10
oKOoTTO autd o0 avadoxog Oa Tmpémel va OlaBETel €I0IKO €pyaAelakd €EOTTAIOUO
OUYKOAANONG dE  nAekTpotmovia  (static  welding), koBwg kai  KAatGAAnAa

*‘Omou yivetal avagopd atd tov kavovioud oto DIN 8563-3 kai Twv kpitnpiwv Tou DIN, kaTioxuouv Ta
avtigToixa Tou ISO 5817 110U pvnuoveuel n M.E.A. To idio 1ox0el kal yia GAAa TTaAaidTepa TTPOTUTIA
TTOU JVNUOVEUEI O KAVOVIOUOQG, T1.X. YIO ThV TTPOETOINOCIO TWV ETTIPAVEIWYV CUYKOAANONG KaTIOXUOEI TO
ISO 9692 Tou DIN 8551.



EKTTAIOEUPEVOUG KOl  TTIOTOTTOINUEVOUG OUYKOAANTEG CUP@WVA HPE TO  TTPOTUTIO
TTapaypd@ou 2.3.4. 20NPwVva PE TO TEXVIKO gyXelpidlo TTou Ba diatebei oTov avadoyo
amd Tnv E.N1.LE., o1 atmodeKkTEG QVOXEG META TNV OAOKANPWON TWV E£PYOOIWV
eykatdotaong Twv MNP tunudatwy Twv T/Z, gival o1 akOAOUBEG:

4.2.8.1 Unparallelism of the torpedo tubes axes against the main axis:
- OpiCovriwg: 1,5 mm
- Kabétwg: 3,0 mm
4.2.8.2 Unparallelism of the torpedo tubes axes one with another:
- OpiCovtiwg: 3,0 mm
- Kabétwg: 6,0 mm

4.2.9Metd Tn ouykOAAnon Twv KoxAlwv oThpIEng (peco bolts) kai TTpiv TN Ban Twv
TTEPIOX WYV, Ol OTTOIEG ATTAITEITAI VA ouvVTNPNBOUV YIa VO EQAPUOOCTEI EK VEOU XPWHATIKO
oUoTNUa €CaITiOg TWV BEPUWV EPYACIWY TTOU EKTEAECTNKAV KATA TIC OUYKOAANOEIG,
ATTAITEITAI N €QAPUOYH €TTOEEIBIKOU UAIKOU OUO (2) CUOCTATIKWY ETTi TWV TTEPIOXWV
OUYKOAANONG TTEPIE TWV KOXAIWV £dpaong.

4.2.102¢ TrepiTmtwon TOU  aTraitnBei N OUYKOAANOn TTPOCOETWY  PETAANIKWV
oTNPEIYMATWY (AAPAKIQ) O€ OTTOIOdNTIOTE ONUEIO TNG KOTAOKEUNG ME OKOTIO TN
ouykpATnon TUNUATWY Twv T/X TpIiv TN ouykOAANon} Toug, autd Ba TTpETTeEl va
a@aipouvtal HETA TNV OAOKARPWON TWV UTTOWN €PYACIWV Kal va Tpoxiovral
(mechanical grinding) o1 TTEpIOXEG OTTOU CUYKOAANBNKAV, WOTE va ATTOJAKPUVOVTAl TA
UTTOAEIJUATA TWV OUYKOANNOEWV.

4.2.11 O1 em@AVEIEG TWV TOIXWHUATWYV TwV T/Z Ba TTPETTEl va gival, aTTaANAYUEVES ATTO
atéAeleg/ unxavikég kartarmovAoelic. To TpoxiIopa e pnxavikd péoca (mechanical
grinding) emTPETTETAI yIA TNV ATTOPAKPUVON OTABEPE TTPOCKOAANUEVWY TTPOIOVTWYV
ouykOAAnong (mrolAiopara-weld splatters) ekaTépwOev Twv CUYKOAANTIKWYV PAPWV.
21NV TrEPITITwoN TTou atraitnBoulv  avayopwoelg (deposit welds) Tteplopiouévng
EKTAOEWG TTPOG QTTOKATACOTACN TOU OVOMACTIKOU TTAXOUG TWV TOIXWHATWY Twv T/Z
KATOTTIV TPOXIOMOTOG OUYKEKPIMEVWYV TTEPIOXWY, QUTEG BOa  eKTEAOUVTAl KATOTTIV
eykpioewg NG E.IN.E. H emBewpnon/ aloAdynon Twv avayouwoewy Ba eKTEAEITAI PE
MN KaTaoTpo@ikoUg eAéyxous (M.K.E.), péow Tng OTITIKNAG €mBewpnong/ eAéyyou
(VT), Tng Xprong dieioduTiKwyv uypwv (PT).

4.2.12TNa Vv €€aoc@aAion TG KaBodIKAG TTpooTaciag Twv T/Z, 8a ouykoAAnBouv
EOWTEPIKA Kal €EWTEPIKA TNG XOAUPdIVNG KATOOKEUNG auTwv Weuddpyupol o€
OUYKEKPINEVA ONUEIQ auTwyV, CUPNPWVA PE TA KATEXOUEVO KOTAOKEUAOTIKA OTOIXEIO
Twv T/Z.

4.2.13H teAiki Bapny Twv T/Z Ba ekTeAeoTel HETA TNV OAOKAAPWON TWV EPYACIWV
OUYKOAANONG atrd Tov avadoxo Kal TTPIV TN HJETAPOPA TOUG OTIG EYKATAOTAOEIG TOU
M.N. oto NauoTtaBuo ZaAapivag (e¢aipeital n TEAIKA Bagr Tou e0WTEPIKOU Twv T/Z, n
OTTOia Ba EKTEAEOTEI PETA TN OUYKOAANON Twv KoxAIwv oTripigng). OAeg o1 Bagég Ba
EKTEAEOTOUV Q@OU TpoxIoTOUV HE unxavikd péoa (mechanical grinding) ol
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OUYKOAANTIKEG pa@ég. H eTTIAOYR TOU XpWHPATIKOU cuoTAuaTog Ba yivel AauBdvovTag
uttown (ME TN MOP@N  TEXVIKWYV 0ONYIWV) TO KATEXOMEVO TEXVIKO EYXEIPIOIO
XpwpaTiopou (painting schedule) Twv T/Z, T0 oTT0i0 KATEXETAI ATTO TNV YTINEETIA KAl
TTEPINQUBAVEl TTANPOPOPIEG OXETIKA PE TNV ATTAITOUMEVN QvVTIDIOBPWTIKN TTPOCTACIA,
KaBwg¢ Kal TO OVOUaaTIKG TTAXOG TNG ENPAS OTPWONG TwV XPWHATWY. O1 TTANpopopics
TToU avaypdgovtal o1o painting schedule, dev atToTEAOUV TTEPIOPIOTIKO TTAPAYOVTA
yla TNV €1mAoyr Tou KatTdAAnAou cuoTANATOG BAPAG aTTd TOV avadoxo, aAAd duvavTal
va An@Bouv uttéywn, wg o1 EAAXIOTEG ATTAITACEIG YIA TO OKOTTO AUTO. Z€ TTEPITITWON
EQPAPHUOYAG TTPOTTAPACKEUACTIKOU XPWHATOG OE OTTOIOONTIOTE TUNKA Twv T/Z KATA TN
OIGPKEIO KATAOKEUNG TOUG, aUTO Ba a@aIpEiTal TTPOKEIYEVOU VA EQAPPOOTEI TO TEAIKO
oUOTNUA XPWHATIOPOU, EpOoov dev uioTaTal oupBatoTnTa peTagu Toug. O1 SIaKPITEG
OTPWOEIG TTOU CUVIOTOUV TO oUCTNPA Ba®Ag Ba TTPETTEl va €QapuolovTal € CUOKEUN
WEKAOWOU (airless spray) Kail he TTIVEAO OTIG TTEPITITWOEIS €TTIOIOPBWOEWV/ EQAPUOYNG
TWV XPWHATWYV 0€ Awpideg (stripe coats). H ammdxpwon NG TeAIKAG oTpwaong Ba givai
Aeukn RAL 1013.

4.3 EktéAeon Epyaoiwv (Ymroxpewoelg / Mapoxég / Atrautrioelg NopoBeaiag)
4.3.1YTToXpewOeI avadoxou

4.3.1.1 O kaBopiopog evog povadikou Y.A.E. kal ektrévnon oxediou moidtntag yia
TNV KATaokeu Twv T/Z, oUuewva PE TIC aTTAITHOEIS TNG TTapoucag MN.E.A.

4.3.1.2 H emidoon otnv E.NL.E. emkaipoTtroinuévou oxediou xpovodiaypauuatog
yid TOV TTPOYPAPUATIONO TWV EPYACIWV (TO apPXIKO XPOovOodIAypauNa TTPOCKOUIZETAI
OTNV TEXVIKN TTPOCPOPA CUNPWVA PE TNV TTapdypago 7.1.10) eviog TpIwV (3) NUEPWV
atroé TNV uTToypa®r NG ZUuBaong Tou £pyou.

4.3.1.3 H di1dBeon TTPOOWTTIKOU KAl PECWV (TT.X. TTPWTWV UAWVY, XPWHATWY,
avoAwaoipwy, epyaleiwy, €COTTAIOPMOU KAl UTTNPECIWV) yia Tnv €Eao@AANIon Twv
Kabopifopévwy oTnv TTapouca [1.E.A. TeEXVIKWV aTTAITACEWY, TIPOKEINEVOU va
oAokAnpwoel 1o avaTiBéuevo €pyo. OAa Ta UAIKG TTou Ba atraitnBouv yia TIG EPYadies
METAOKEUAG TTOU TrEpIypd@ovtal otnv tapouca [1.E.A., Ba diatebouv atmmd Tov
avadoxo, aveEapTnTa PE To av ol epyacieg Ba AdBouv xwpa OTIC EYKATACTATEIG TOU i
oTig eykataoTdoelg Tou MN.N. Egaipouvtal o1 koxAieg otipiEng (peco bolts), Tou Ba
TTPOCKOMICO0UV oTov avadoxo pe upépiuva TG E.M.E., aAA& Ba ouykoAAnBouv o€
KAataAAnAeg B€ocig atrd Tov avadoxo. OAa T1a UAIKG TTou Ba xpnoiuotroinBouv Ba
TIPETTEl VA €ival KATAAANAQ TTPOG Xpron, Kaivoupyid, TTIOTOTTOINPEVA 1] EYKEKPIYEVA
atmo avayvwpiopévo atrd 10 EAANVIKG KpdTtog i GAAO aveEdpTnTo EYKEKPIPMEVO QOpPEQ,
Kal va ouvodeuovTal atrd Ta TTIOTOTTOINTIKA TOUG. Agv ETTITPETTETAI €K PEPOUG TOU
avadoxou n xpnoligotroinon/ epapuoyry UAIKWVY TwV OTToiwv N KAataAAnAdTnTa VIO
xpnon o¢ev €xel empBePaiwdei amod Tnv E.M.E.

EidIkéTepa, OAa Ta eAdopATA KAl TA EVIOXUTIKA TTOU Ba TTapéxel o avadoxog, Oa
TTPETTEl va €ival KATAAANAQ TTPOG XPron, Kaivoupyia, TTIIOTOTTOINUEVA KOl EYKEKPIMEVO
ato €vav TouldxioTov 81EBVA popéa Kal va ouvodeUovTal aTTO TA TTICTOTTOINTIKA TOUG.
Emiong, Ta eAdoparta kal 1a evioxXutikd Ba @Epouv KAatadAAnAn ocfuavon (marking,
labeling) oUp@wva pe 1o TTPOTUTTO TTapaypdeou 2.3.5 Atol apiBud xuteuong/ poAou
eANdoparog (TTou Ba avaypd@eTal Kol OTO QVTIOTOIXO TTIOTOTIOINTIKG), KATnyopia
eNdopatog (grade), euTopIKO OAPO 1 ETWVUMIa  KATOOKEUAOTH Kal OAa T
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KOTOOKEUAOTIKA  PETAAAIKG  oToixeia Oa  ouvodelovial  atmd  TTIOTOTTOINTIKO
emMBewpnong TouAdxioTov 3.1 KAt 1o TTPOTUTTO TTapaypdeou 2.3.6 f 100dUvaO.
OAa 1o UNKG TTOU Ba XpPNOolPoTToINBOUV OTIC €PYOCiEC TTOU TTEPIYPAPOVTAl OTNV
TTapouca [N.E.A., €ival atrapaitnTto va ammoBnkeuovtal CUPNQWVA UE TIG 0dNYieG Tou
KATAOKEUAOTH TOUG. Ta XpnOIUOTTOIoUUEVA UAIKA YIa TIG Epyaacieg dlakpivovTal o€ dUO
(2) yevikég KATNYOPIEG WG AKOAOUBWG:

4.3.1.3.1 Boaoikd UAIKG: ZuptreplAaupdavovtal OAa TO KOTAOKEUQOTIKA/ OOMIKA
OTOIXEia TTOU aTTaPTICOUV TA UTTO KATAOKEUN TUAMATA Twv T/X TTOU avagEpovtal oTnv
TTapovuca M.E.A. Ta Baoikd UAkG Ba TTAnpouv Ta Opla dIOCTATIKWY AVOXWYV Kal
TTOIOTNTAG CUMQWVWGS aVayVWPIoHEVWY TTPOTUTTWY, OTTWwG TT.X. EN 10163, EN 10051,
EN 10055, EN 10056, EN 10059 3 aAwv avriotoixwv. Ta e&v Adyw UAIKG Ba
ouvodeUovTal ATTO TA AVTIOTOIXO TTICTOTIOINTIKA TOUG KOl OE TTEPITITWON [N
KATaAANAOTNTAG KATTOI0U UAIKOU, O avadoxog de OIKA Tou empdpuvon Ba
utToXpPEOUTAl VO TO QVTIKATAOTACElI YE TO TTAéoV KATAAANAO Kal va eTTavoAdBel, av
ATTQITEITAI, TIG AVTIOTOIXEG EPYAOTIEC CUMPWVA WE TIG uTTodEIEEIC TNS E.T.E.

4.3.1.3.2 AvaAwoiga kal Bondnmikd UAIKG: TlepiAapBavovral Ta  €1mevOedUUEVA
NAEKTPOdIO OUYKOAANONG, Ta OUPHATA CUYKOAANONG, TA MiyHATA TTPOCTATEUTIKWY
agpiwyv, ol TTPOCTATEUTIKEG OKOVEG, TO TTPOTTAPACKEUACTIKA XpwuaTta (weldable shop
primers, KatdAANAa yia ocuykOAAnon), Ta Kauoiua aépia TToU XPNOIKJOTToIoUVTal YIa
Bépuavon Kal KOTTA EAACUATWY, Ta JECA ATOUIKAG TTPOCTACIAG KATT. Ta v Adyw UAIKA
Ba @Eépouv orjuavan pe 1o dIakpITIKO CE, yeyovog TTou dnAwvel 0TI Ta TTPOIOVTA £XOUV
eAeyxOei a1Td TOUG KATOOKEUAOTEG TOUG KAl TTANPOUV TIG EUpWTTAiKES TTPOdIAYPAPES
WG TIPOG TNV OOQAAEIO Kal TNV TIpooTacia TnG uyeiag kal Ttou TrePIBAAAOVTOC,
oupewva pe Tnv odnyia Tng Eupwtraikig ‘Evwong rapaypdeou 2.2.1.

4.3.1.4  H 1exvikn duvatotnta dIANOp@woNng Kal KAOTAOKEUNG METAAAIKWY QUAAWY,
KAl HOPPODOKWYV (EVIOXUTIKWY OTOIXEIWV) O OAEG TIG ATTAITACEIG DIANOPPUWOEWV KATA
TNV Kataokeu Twv T/Z. Etriong, o€ ékaoTo TTapadotéo T/Z, Ba £xel OAOKANPWOEL:

4.3.1.4.1 Tn ouykOAAnon/ 10TToBETNON TWV POVIUA EYKATECTNUEVWY £EAPTANATWY
(1T7.X. oTnpiyuata, KOXAIWTES Bupideg (TATTES), Weuddpyupol KABOBIKNAG TTPOCTACIAG).

4.3.1.4.2 Tic OIAUOPPWOEIC TwV avOIYUATWY/ dlgAeloewy (T1.X. yia AEoveg
METAdOONG Kivnong, OTUTTIOBAITITEG, BikTUQ, BUPEQ).

4.3.15 H emBewpnon/ afloAdéynon e PN KaTaoTpo@ikoug eAéyxous (M.K.E.),
Méow TNG oTITIKAG €mBewpnong/ eAéyxou (VT), TG xprong dieiodutikwyv uypwv (PT)
N payvnTikwyv @BopIfoviwy owuaTidiwv (MT), TnG HEBODBOU €AEYXOU HE UTTEPXOUG
(UT) kair Tou padioypa@ikol eAéyxou (RT), €mmi Tou OuvOAOU TWV OUYKOAANTIKWV
PAPWY TTOU EKTEAECE KAl aPOPOUV TNV KUPIa DOMIKI) KATAOKEUN TwV T/Z cUP@wva JE
TO TTPOTUTTO TTapaypd@ou 2.3.3 1} 1000Uvauo. lNa TIG UTTOAOITTEG CUYKOAAROEIG, Ol
OTTOIEC a@OpoUV TA E€EOPTAMATA Kal Ta TTOPEAKOUEvVA Twv T/Z, atmaiteital Kar
eAaxiotov n ektéAeon ommIKAG €mBewpnong/ eAéyxou (VT), Tou eAéyxou peE xprion
dleloduTIKWV uypwv (PT) A payvnmikwv @Bopi1fdviwy cwpatidiwv (MT) oto oUvoAd
TOuG Kal TNG MeEBOOouU eAéyxou pe utreprixoug (UT) oe tooootd 25% autwv
(derypatoAnTTIKA agloAdynon TnG TToIdTNTAG TWV CUYKOAANCEWV HE utTEPAXOUG). Ol
avwtépw M.K.E., é€pav Tou oTrTIKoU eAéyxou (VT), Oev apopouv TIG OUYKOAANOEIG
TWV KOXAIwV oTAPIENG Ye TN péBodo arc stud welding, cUp@wva Pe TNV TTAPAYPOPO
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4.7 TOU Kavoviouou Trapaypdgou 2.3.3. 2& TTEPITITWON TTOU KATA TOV EAEYXO TwV
OUYKOANACEWV TTAPOUCIOCTOUV EAATTWHATA [N ATTOOEKTA OTTO TA ATTAITOUMEVA
TTPOTUTTA TTOIOTNTAG OUUPWVA WE TNV TTapouoa MN.E.A., 161e Ba yivetal di6pbwaon Twv
OQOAPATWY pE PEPIMVA Tou avadoxou. ETtriong, o€ mepimtwon 1mou n €mdidpbwon
TWV CQAAPATWY aTTd TO TTPOCWTTIKG TOU avadoXou atroTuxel dUo (2) opég, TOTE N
E.lN.E. duvartal va amaitioel TNV avTIKATAOTAON TWV VEOTOTTOBETNOEVTWY EAACUATWY
ME VEa.

4.3.1.6 H a&loAdéynon Twv ouykoANACEWV oUPQWVA PE T KPITHPIA attodoxng Tou
TTpoTUTTIOU TTapaypdgeou 2.3.2 yia Quality «Level B». To olvoAo Twv €mMOewpAoewv
(ommik6g kal M.LK.E.) Ba ekTeAcital amd KatdAAnAa TTIOTOTTOINUEVO TTPOCWTTIKO - HE
emMBewpNTr TOUAGXIOTOV «Level 2» katd 1o TTPoTUTIO 2.3.7 1} 1I000UVauO.

4.3.1.7 H diaocpdAhion 611 6Aeg o1 cuykoAANoe€IG Ba oxedlaoTouV Kal Ba eKTEAEGTOUV
uTTé TNV €TTIBAEYN TTICTOTTOINUEVOU PNXAVIKOU OUYKOAANCEWY TTOU Ba aTTa0X0AACEl O
avadoxos. O1 epyaoiec ouykOAAnong Ba ekTeAolvTal OTTd TEXVITEG ME €V IOXUI
TMOTOTTOINTIKO CUPPWVA JE TTPOTUTTO TTapaypd@ou 2.3.13 atmd avegdptnTo Qopa
TNIOTOTTIOINONG YIa TO UAIKO TTOU OUYKOAAOUV, TO OTToio Ba KAAUTTITEl TIC OUCIWOEIG
TTOPANETPOUG TNG KABe gpyaciag (11.X. diadikaoia ouykOAAnong, TUTTOG TTPOIOVTOG,
TUTTOG OUYKOAANONG, TUTTOG UAIKOU TTARpwong, 8IaoTACEIS UTTOOTPWHOTOG, B€on
OUYKOAANONG, AeTTTOPEPEIEG OUYKOAANONG). O avegdptnTog QOPEAG TTIOTOTTOINONG Ba
TTpémel va O1aB€Tel avtioToixn OIaTTioTEUCON QOPEWV  TTICTOTTOINCNG TTPOCWTTWY,
oUPQWVa MPE TIG ATTAITAOEIS Tou OI1EBvoUg TTpoTUTIOU  TTapaypdgou 2.3.15 R
I00dUVaNOoU, ONAQBN PE TTEDIO EQAPUOYAG OXETIKO WE TIG EPYATIEG TTOU TTEPIYPAPOVTAI
oTnv TTapouca MN.E.A. Ta oToixgia TOU PNXavIKOU Kal TwV TEXVITWV OUYKOAANCEWY Ba
TTpéTel va dnAwBouv oTa éviutra Tou MNapaptriuartog A Tou KavoviGUoU TTapaypapou
2.3.3 w¢ avagépeTal Kal oTnv Tapdypao 7.1.6 otnv Tmapouoca MN.E.A. >uykekpipéva,
yIa TNV €KTEAECT TWV €V AOYW OUYKOAANCEWYV, atraitouvTtal Ta akdAouba:

4.3.1.7.1 'Exdoon WPQR (Welding Procedure Qualification Record) armo
aveEdpTNTO TTIOTOTTOINUEVO QOPED CUMQWVA e TTPOTUTIO  TTapaypdeou 2.3.9
emTTédOU «Level 2» TTou Ba KAAUTITEl Ta TTAXN Kal Ta UAIKG OUyKOAAoewv. To
TTOTOTTOINTIKG Ba TTPETTEl va ekd0BEi aTTd avedpTnTo PopEa TTIOTOTTOINCNG, CUMPWVA
ME TIG ammaITioelg Tou d1EBvoug TTpoTuTiou TTapaypdeou 2.3.15 1} 100dUvaAPOU, WE
TTEQI0 EQAPPOYNG OXETIKO PE TIC EPYATIES TTOU TTEPIYPAPOVTaI 0TV TTapouca M.E.A.

4.3.1.7.2 'Exdoon WPS (Welding Procedure Specification) amdé kardAAnAo
TTPOOWTTIKO TOUu avaddyou i ammd aveEdptnTo PopEq, Ta oTroia Ba apopouv OAn Tnv
YKAPQ TWV OUYKOAANCEWYV TTOU TTPOKEITAI VO EKTEAECTOUV, CUMPWVA PE TA TTPOTUTTA
Tapaypdewyv 2.3.8 kai 2.3.9. Avriypaga Twv gv Adyw TroTotroinTikwv WPS 8a
TTPETTEl VA QEPOvTal aTTO TO APPOBIO TTPOCWTTIKO TToUu Ba aTTac)oAnoeEl o avadoxog,
KaB' 6An Tn dIdpPKEIa TWV EPYQTIWV TTOU TTEPIYPAPovTal oTnv TTapouca M.E.A. kai Ba
eAéyxovtal atro Tnv E.MN.E.

4.3.1.8 H dievépyeia Twv atTAITOUPEVWYV EAEYXWYV VIO TV EQAPUOYH TWV OTPWOEWV
TOU OUOTAMOTOG PBA®AG ME TTPOCWTTIKO TOU (ETBewPNTAS XPWHATWY — coating
inspector), ToToTroINuévou TouAdyxioTov katd «Level 2» amé NACE, FROSIO A
AAAoug avTioTolXoug dIEBVIIG avayvwpIoUEVOUG OPYaVIOPOUG (TT.X. YIO TIG CUVONKEG
TIPIV KaI KATd TN SIAPKEIa TNG TTPOETOIYACiag/ Bagng TNG ETTIPAVEIAG, TNV KABApOTATA
KAl TNV TPaxUTNTA TWV ETTIQAVEIWY, TNV TTAXUPETPNON TWV OTPWOEWV TOU CUCTANOTOG
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Ba@Ag KATT). O emBewpNnTAG XPWHATWY Ba TTPETTEI va TTapioTaTal KABOAN Tn didpKeIa
EKTEAEONG TWV EPYOOIWV TTPOETOINACIAG TWV UTTOOTPWUATWY KAl EQAPPOYAG TWV
ouoTnudatwy Baeng. Kard mn didpkeia Twv eTOTMWY £MBOewpPAoewyY Ba TTPETTEl va
O100¢Tel dlakpIBwuéva Opyava PETPACEWY KAl TTOIOTIKOU €AEYXOU, CUMPWVA HPE TO
IoXUov ouoTnua peTpoAoyiag (metrology system) atrd SiammoOTEUPEVOUS TTPOG TOUTO
popeic dlakpiBwong peTpoAoyiag atnv EAAGDA 1) 0To eEWTEPIKO, IO TN DIEVEPYEIQ TWV
ATTAITOUMEVWY  METPACEWV  TwV  BACIKWV  TTApAPETPWY  TTOU  KabBopilel o
KOTOOKEUOOTAG TOU €KAOTOTE OUCTAPATOG Bagng (1m.X. uypaoia, Bepuokpacia,
TPaxUTNTA, KABAPATNTA UTTOOTPWHATOG, TTAXOG OTPWOEWV).

4.3.1.9 Htmpoopacn otnv E.N.E., KaBwg Kal 0TO EVTETAAUEVO TEXVIKO TTPOCWTTIKO
Tou .N. TToUu oOxeTiCeTan Pe TIC gpyacieg (Madi pE TOV ATTAITOUMEVO €PYAAEIAKO
€EOTTAIOO TOU) OTOUG XWPOUG OTTOU EKTEAOUVTAI Ol EPYOCIEC KATAOKEUNRG Twv T/Z, o€
OTTOIadNTIOTE £PYACIKN NUEPQ, KATOTTIV £yKaipng ouvevvonong petagu Tig E.M.E. kai
TOoU avaddxou.

4.3.1.10 H dieCaywyn eAéyxwv Katd TNV €CENIEN TwV EPYQOIWV, PE OKOTIO TNV
e€ao@aAion TNG TTOIOTNTAG AUTWYV. Ta OXETIKA TTAPACTOTIKA TEKUNPIWONG TOU
OUVOAOU TWV EAEYXWV Kal TwV PETPAOEWY Ba TTpookouifovTal TTpog agloAdynon otnv
E.N.LE. ka1 Ba apxelobetouvral wote va Tapadobouv otnv E.NM.E. perd tnv
oAokAnpwoaon Tou épyou. H E.T.E. cival duvatd va ekTeAei emBewpnoelg/ eAEyxoug eTmi
TWV €PYACIWV TTOU TTEPIYpAovTal oTnv TTapouca MN.E.A., epbdoov 10 Kpivel OKOTTIUO,
pe TTpoowTrikd Tou T.N. kai e€otTAiIoud TTou d1aBéTel n YTnpeoia. EvOeIKTIKA, ol
emBewpnoeig/ éAeyxol Tng E.NM.E. Ba TepIAUBAVOUV TNV ECWTEPIKN KAl ECWTEPIKN
VOUTTNYIKA TTIBewpNon Twv T/Z, Tnv €mMBewpEnNoN TwWV EKTEAECOEICWV OUYKOAANTEWY,
TNV TTAXUMETPNON TWV EAACUATWY HE UTTEPAXOUG, TIG METPNOEIS TWV YEWMPETPIKWV
TOUG XapaKkTnEIoTIKWV. O1 €mMBewpnioceIig/ €AeyXOl TTOU €KTEAOUVTAI PE MEPIUVA TNG
E.MN.E., duvavral va mrpayuartotrolouvTal KaB OAn tn didpkeia ekTEAEONG TOU £pyou
KATOTTIV €YKAIPNG OUVEVVONONG QUTAG ME TOV avAdOXO, WOTE VA HNV TTPOKUWEI
KabuoTépnon OTNV UAOTTOINON TOU XPOVOodIaypANUATOS TOU £PYOU TTOU £XEI AVOAAPEI
o avadoxoc. O1 emBewpnoelg kal ol €Aeyxol Tou Trpayuartotroiei n E.M.E. &ev
atmmaAAdooouv Tov avadoxo atrd Tnv €uBuvn va UAOTTOIE £yKaIpa KAl TTOIOTIKA TIG
EPYOQOTIES KAl TIG AOITTEG UTTOXPEWOEIG TOU, CUMQWVA PE TNV TTapouoa M.E.A.

4.3.1.11 H exktéAeon OOKIYWV HETA TO TEPOG TWV EPYACIWY, €E€PYOOTOCIOKOU
emédou (Factory Acceptance Tests_FAT). 21a oxeTiKa €vTutra SOKIYWY, Ta oTToia Ba
ouvtaxbouv pe pépiuva Tou avaddyou, Ba TEPIypA@ETal ETTAKPIBWS O TPOTTOG
OOKIUAG Kal Ta oTolxeia TTou Ba eAeyxBouv KaTd TNV eKACTOTE OOKIUN, CUMPWVA UE TIG
ATTAITACEIS TTOU avaypdgovTal otnv TTapouca M.E.A. O1 doKIuEG Kal N CUPTTARPWON
TwWV eviUTIWV Ba yivouv pe PEPIMva TOu avaddxou, TTAPOUCia EKTTPOCWTIWV TNG
E.MN.E. 4 evietaApévou utr autrv TEXVIKOU TTpoowTTIKOU Tou IM.N., evTd¢ TOu XpOoVvIKOU
TTAaigiou Tou avarteBéviog €pyou. H E.M.E. Ba emBeBaiwoel 611 Ta EvTuTTa KOAUTITOUV
TO €UPOG OOKIUWV TTOU EXEl CUPQWVNBE. O OXETIKEG EVEPYEIEG ECAAEIYPNG TUXWV
TTaPATNPEACEWY KATA TN dIdpKeIa TwV OOKIPWY, Ba £€xouv OAOKANPWOEI PE PEPIPVA TOU
avadoOxou evTOG Tou €V AOyw XPOoVIKOU TTAQICiou).

4.3.1.12 H armotartiky avomtnon (stress free annealing) Twv T/X o0g @oupvo
BepUIKAG KaTepyaoiag  ge Xpnon KatdAAnAng oiataéng (1m.X. Xpnon eidIkwv
EUKAUTITWY HAgINAPIWY PE QVTIOTAOEIG KAl OIMETAANIKG OepuOpeTpa) HETA TNV
OAOKANPWON TNG KATAOKEUAG TOUG KAl TwV OOKIMWY AVWTEPW TTapaypda@wy, HE
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OKOTIO TNV ATTOPAKPUVON PEYAAOU PEPOUG TWV ECWTEPIKWY TTOPAUEVOUCWYV TACEWV
TTOU dnuIoupynénkav Katd TIG Epyacieg ouykOAANoNG Twv XaAUBdIVWY TUNUATWV. Ol
ouvOnkes (Bepuokpaacia, Xxpovog digpyaaciag) Ba opioTouv amd Tov avadoxo Kai Ba
€YKp1Bouv atoé Tnv E.M.E.

4.3.1.13 H diaxeipion Twv UAIKWV PE TPOTTO (TT.X. METAQOPJ, ATTOBKEUON) WOTE va
eCao@aAideTal n dIATAPNON TWV QUOCIKOXNUIKWYV I8I0TATWYV TOUG UEXPI TN XPNOon Toug
KAl n amaitoudevn, ammdé 10 ouoTnua dlao@AAiong TroidoTNTAG TOU  avadoxou,
IXvnAaoiudtnTa. EIdIkOTEPA, N dlaxEipiIon TWV avaAwaoiywy UNIKWY OUYKOAANong Ba
EvapuoviCeTal YE TIG 0BNYIEG TOU KATAOKEUQOTA TOUG.

4.3.1.14 H emavaAnyn Kai n oAoKANpwon TWV €pYAciwy, TToU KaTd Tn dIAPKEIQ TOU
épyou atmoppipBouv atrd Tnv E.MN.E. woTe va kaAuTtrtovral o1 6pol TG Zuppaong.

4.3.1.15 H emoTpo®ry oT1o MN.N. yeTd TO TTEPAG TNG ETTIOKEUAG OAWV TWV EYYPAPWV
Kal Twv oxediwv TTou Tou dIatédnkav, CUMTTEPIAAUBAVOPEVWY TwV avTiypd@uwyv
AUTWV.

4.3.1.16 H tmrpooképion otnv E.MN.E. petd TNV OAOKANPWON TWV EPYACIWV KAl TWV
QOKIUWV ATTOOOXNG TWV KATAOKEUAOTIKWY OXEQIWV TwV VEWV T/Z 0 NAEKTPOVIKNA
MOp®NA Kal 1Mo ouykekpiyéva oe apxeia «DXF», Ta omroia €éxouv Tn duvarétnta va
avayvwoBouv atd 1o TTpoypapua “‘Autocad”, aAAd kal o€ apxeia o€ popery «PDF».

4.3.1.17 H petapopd Twv T/Z (UETA TNV TTOCOTIKA KAl TTOIOTIKI TTApaAafr) Toug atro
TNV E.MN.E.) oTI¢ eykaTaoTdoelg Tou MNMoAepikou NauTikou oto NauoTaBuo ZaAauivag.

4.3.1.18 H exktéAeon O1e€0dIKAC emTOTMAG €mMOewpnong (site survey) oTIg
eykataoTtdoelg Tou NauotdBuou Zalapivag (NZ), TTPOKEINEVOU va ATTOKTHOEl EIKOVA
yIQ TIG ATTAITOUPEVEG EPYOOIEG KATOTTIV ETTIOKEWYNG OE OUVEPYEIO TOU ETTIOKEUACTIKOU
popéa Tou N.N. 61ToU BpickovTal ev atroBéoel T/Z o1 oTToiol £XOoUV avTIKaTaoTaBEl Kal
BpiokovTal TTAéov €KTOG Acitoupyiag. MNa 1o oKoTd autd, o@eilel va A&Bel OXETIKA
BeBaiwon atod 1o AieuBuvTtry Tng TexvikAg AicuBuvong Tou NauoTtdBuou (NZ/AT/4000)
€T auTou, Tnv oTtroia Ba uttoBdaAAel oTto @AkeAo TnG TexvikAG Mpoagopdc TTou Ba
KaTaBEoel.

4.3.2MNapoxég atrd 1o MN.N. (dveu xpéwong)

4.3.2.1 AidBeon «eTTi davelopuw» duo (2) T/Z ol otroiol £xouv e€apuooBei ammd Y/B
1.209 ka1 BpiokovTal ev atroBéoel oTIG eykaTtaoTdoelc Tou NauoTtdbuou ZaAauivag. Ol
OUYKekpIpévol T/Z duvavtal va xpnolpoTroinBouv €1 w@eAgia Tou avaddxou wg
TTPOTUTTA YIa TN d1IEEaywyr KATAOTPOPIKWY KAl W KOTAOTPOPIKWY EAEYXWYV, KABWG
Kal  yia OOKIMEG TWV TEXVIKWV KAl TwWV Ouvlnkwv OUuykOAAnong Tou  Ba
xpnoiyotroinoel. MNa 1o okotd autd, Ba diateBouv kKai déka (10) Tepdyia KOXAIWY
oTAPIENS (peco bolts) TTou duvavtal va cuyKoAAnNBouv oTo TTAQicIO SOKIJWY aTTd TOV
avadoxo.

4.3.2.2 AidBeon Twv Buolaléuevwy avodwy yia Tnv €¢ac@AAion TG KaBOJdIKNAG
TTpooTaciag Twv T/Z, o1 otroiol 6a cuykoAANBoUV pe pEpiuva Tou avadoxou €TTi TwV
METOAAIKWV KATOOKEUWV.

4.3.2.3 AidBeon Twv koxAiwv oTAPIENS (peco bolts), Ta otroia Ba cuykoAAnBouv pe
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MEPIMVA TOU avadOxou £TTi TNG METAAAIKAG KATAOKEUAG, OTTWG ava@EPOBNKE Kal 0TNV
TTapaypa®o 4.3.1.3.

4.3.2.4  AidBeon (epoéoov amaitnBei) TTEPOVOPOPOU AVUYPWTIKOU OXANOTOG, KATOTTIV
OUVEVVONONG Kal avaAoywg O1aBeoigotnTag, Kartd 1n OIAPKEID TWV EPYOCIWV OTO
NavoTtaBuo ZaAapivag.

4.3.25 AidBeon avTiypa@wV KATEXOMEVWV OXETIKWV EYXEIPIOIWV [ TEXVIKWV
odnyIwV Kal oxediwv TTou agopouv Toug T/Z TTou avagépovTal oTnyv TTapouca MN.E.A.,
KATOTTIV AITAOEWG TOU AVOdOXOU.

4.3.2.6 AidBeon MIKPAG EKTACEWG OKAAUTITOU XWPEOU OTIC EYKATOOTACEIC TOU
NauoTtdBuou ZaAapivag, epoéoov d€ duvatal va dIaTeBEI OTEYAOUEVOG, YIA EVATTOBEDN
UAIKWV/ €€OTTAICOU Tou avaddxou, EpOcoV atraiTnOei N EKTEAEGN CUVAPWY EPYATIWV
EVTOG TWV EYKATAOTACEWY TOU ETTIOKEVACTIKOU Qopéa Tou IM.N.

4.3.3Mapoxég atod 10 MN.N. (uE xpEéwon cUu@wva Pe TTapdptTnua T oXeTIKOU 2.2.9)

4.3.3.1 Padioypagikds (RT) €AeyXog Twv OUYKOAANOEwv Kal agloAdynon Twv
padloypa@iwy, epocov arraitnBei, oTig eykaraotdoelig Tou 1.N. oto NauoTtabuo
2aAapivag.

4.3.4 Atraitioeig NouoBeaiag

4.3.4.1 Katd Tnv eKTEAEON TWV EPYACIWV Kal KaB' 6An Tn didpkeia TG epyoAapiag,
0 avddoxog uTtroxpeouTal va AauPBdvel kal va Tnpeei OAa Ta amrapaitnTa PETPA
ao@aAciag ocUPQwvVa PE TNV 1IoXUoUoO VOUOBETia, n OTroia €xel EQApPoyh OTIG
epyaacieg NG TTapouoag MN.E.A. (evOEIKTIKA, OxI OUWG TTEPIOPIOTIKA, ETTICNUAivovTal Ol
OIOTALEIC TWV OXETIKWV 2.2.2 Kal 2.2.3 - CUPNQWVWG TTapaypdeou 7 apbpou 3
OXETIKOU 2.2.4 — KaBWG Kal Tou OXETIKOU 2.2.5).

4.3.4.2 O avdadoxog utroxpeouTtal va opioel Texvikd Ac@aAgiag cUP@wva PE ToV
VOO TTapaypd@ou 2.2.6 yia To UVOAO TwV £pyaciwy TTou Ba avatebouv.

4.3.4.3 O1 1eploxég OTTOU Ba eKTEAOUVTAI €PYOOIES €ival, wg ETTi TO TTAEiOTOV,
XOPOAKTNPIOUEVEC WG TTEPIOXEG TTOU €ival duvaTtov va dnuioupynBouv «EKPNKTIKES
artpoo@aipeg». Katd ouvéteia, o avadoxog ogeiAel va Tnpei TIC OEOPEUCEIS TNG
IoxUouoag vouoBeaiag yia Tnv Yyieivrp kai Tnv AcQdAcia, PE EU@acn OTnv
KaBodriynon kai TNV €€a0@AANIon Twv KOTAANAwY PECWV aTOUIKAG TTPOOTACIAG TOU
TTPOCWTTIKOU TOU Kal TOU €E0TTAICUOU £pyaciag (OUOKEUEG — CUCTAUATA EPYACiag TTOU
TTPoopPIfoVTal YIO EKPNKTIKEG ATUOOQPAIPES), UTTORAGAAOVTAG avaAoya TTIOTOTTOINTIKA
Tpiv TNV évapén Twv epyaciwv. O AoITTOG €COTTAICNOG epyaaiag, €KTOG aATTO Tov
TTPOAVOPEPBEVTA XPNOIUOTIOIOUPEVO OE TTEPIOXEG ME EKPNKTIKY aTudéoeaipa», Oa
TTANPOI TIG TTPOdIayPaPEC aagpaleiag OTTWGS KabopilovTal GTO OXETIKG 2.2.7.

5. AMNAITHZEIZ ZYMMOP®QZH>

5.1 O avadoxog Ba Tpémel va €xel 2uotnua Aiaxeipiong lMoiotnrag (Z.A.1.),
TToToTToOINUEVO KATA TO TTPOTUTTO TTapaypdgou 2.3.10 ) 1I00dUVau0, aTTO EYKEKPIUEVO
ammo 170 E.2Y.A (EBvikd Zuotnua Alatrioteuong) f amd @opéa tng E.A. (European
cooperation of Accreditation), o€ 1o0xU ka®  6An tnv didpkeia TG €pyoAaiag, oTo
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QVTIKEIMEVO TNG epyoAafiag To oTroio Ba ekTeAéoel (OUYKOAANOEIG, EAACUOTOUPYIKEG
EPYATIEG, KATAOKEUN OUYKOAANTWVY doXEiwv TTieong). AvtioToixa Kal ol utrepyoAdpol
TTOU EVOEXETAI VO OUVEPYAOTOUV HE TOV avADOXO, €ival UTTOXPEWMEVOI VA KATEXOUV
TNOTOTTOINTIKO CUCTAMATOG TTOIOTNTAG KATA TO TIPOTUTTO Trapaypdgou 2.3.10 A
I000UVapOo, uE TTEdI0 €QAPUOYNG aVTIOTOIXO Tou €pyou TTou Ba avaAdBouv. MNa Tov
AOGYO auTdv Ba TTPETTEI va TTPOOKOMIOEI AVTiIOTOIXO £YKUPO [IOTOTTOINTIKO ZUCTAPATOG
Alaxeipiong MoidTNTAG, TO OTTOI0 TTPETTEl VA €ival O€ 1I0XU TOOO KATA TNV nUEPOUNVia
UTTOBOANG TNG TTIPOOQPOPAG 0600 Kal Katd T1n didpkela NG oupBaocng, Xwpig
ammapaitnTa N 10X0UG KaTd TNV nuUépa die¢aywyng Tou dlaywvIoPoU va KOAUTITEI TO
OUVOAO TNG XPOVIKAG diapkelag TNG epyoAaBiag. EmiTAéov, o uttown@Iiog avadoxog
Ba deopeutei (Me YTeuBuvn ARAwaon Tou N. 1599/86) o1, epdoov Aryel n 10XUG Tou
evidg TnG OIApKEIaG TNG epyoAafiag, avaAapBdvel Tnv UTTOXPEWON EyKaipng
avavéwaong n otroia av d¢ yivel Ba knpuooeTal EKTITwTOG. Madi ue 1o MioTotroinTikd, O
UTTOWN®PI0G avadoxog Ba TTPOCKOUICEl Kal Ta OTTOTEAEOUATA TNG TEAguTaiag (TTIo
TTPOCPATNG) ETTAVETIOEWPENONG Tou ZAl atrd TO QopEa TMOTOTTOINCNAG TOU, YIa EAEYXO
atTo TNV ETITPOTI agloAdynong.

5.2 O avadoxog Ba Tpétrel va OIaBETEl TTIOTOTTOINTIKO KATA TO  TTPOTUTIO
TTapaypdeou 2.3.14, atmd ave¢dpTnTto Qopéa TTOTOTTOINONG ME TTEDIO EQPAPMUOYNS
OXETIKO ME TNV agloAdynon Twv OuoTNUATWY TTOIOTNTAG TWV  OUYKOAANTWYV
KATOOKEUWYV, CUPPWVA WE TIG EPYATIES TTOU TTEPIYPA®OVTal oTnV TTapouca M.E.A.

5.3 O avddoxoc 6a trpétel va diaBETel MioTommoinTikG Blounxavikng Ac@daAeiag
(EKBA) o€ 10x0 (o€ 6An Tn didpkeia TNG oUPPBaong) wg avagépetal avaAuTikd oe PEK
utr’ aplB. 336/B/2005. O oKOTTOG TOU TTICTOTTOINTIKOU €ival n TTPOCTACIA TOU €BVIKOU
dlaBabpiopévou UANIKOU atro Blounxavieg Kal AANEG ETTIXEIPNOEIG.

5.4 O avdadoxog Oa Tpétrel va Oiabétel MoTtotroinTikd eyypa@ng oT1o «Eviaio
MnTpwo Emmixeiprioewv ApuvtikoU YAIKoU» cUp@wva he To apBpo 64 tou v.3978/11,
oupgwva pe 1o MN.A. TTapaypagou 2.2.8.

5.5 O avadoxog Ba TpéTrel va dIaBETEl TIOTOTTOINON KATA TO TTPOTUTTO TTapaypda@ou
2.3.11, 10 oOT10i0 KaBOopPIlel TIC ATTAITACEIC €VOC OUOTAMOTOS TTEPIBAAAOVTIKNG
dlaxeipiong.

5.6 'EAeyxol/ Aokipég

5.6.1 01 gpyaoieg €TMOKEUNRG, 0€ OAa Toug Ta OTAdIa, Ba TTapakoAouBouvTal Kal Ba
BeBaiwvovtal yia Tnv opbdétnTa Toug amd Tnv E.M.E., é6Twe avagépeTal Kar atnv
TTapdypa®o 4.3.1.10.

5.6.2H YTtnpeoia, péow g E.NM.E., diatnpei 10 OIKaiwpa AAWNG Kal €AEyXou
Oclyudtwyv/ dokidiwv atrd Ta UAIKG TTou Ba XpnoldoTroiosl o avadoxog KaTté Tnv
eKTENEON TOU £pyou (UNIKA OUyKOAANONG, EAGCUATA, KATT), KOTG TPOTTO WOTE VA PNV
TTPOKUWEI KABuoTéEPNON OTNV UAOTTOINON TOU XPOVodIaypAuuaToS TOU €PYOU TTOU €XEI
avaAapel o avadoyog.

5.6.3Me  pépigva TOU avaddéyxou kal Trapoucia TN E.NM.E., Ba ekTeAciTal
O100TOOIONOYIKOG  EAEYXOG TWV  KATAOKEUWV (TT.X. METPNON TOU TIAXOUG TWV
TOIXWHATWY PE Xpron utrepAxwyv (UT) Kal TNG KUKAIKOTNTAG-OIOUETPAMATOS Twy T/Z
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KaBOAo TO PAKOG TOUG), CUMPWVA MPE TO KOTAOKEUAOTIKA oxedia Twv T/X kal TIg
KATAOKEUQOTIKEG AVOXEG TTOU AVAYPAPOVTAl WG KATWO!:

5.6.3.1  Tldaxog ékaoTou eviIoXUTIKOU dakTuAiou (frame ring) = 10 mm (AauBdveTai
KAt eAAxI0TO pia (1) ETPNON AVA EVIOXUTIKO).

5.6.3.2  AmokAion atmd TO KATOKOPUEPO ETTITTEDO £KAOTOU EVIOYXUTIKOU OOKTUAIOU
(frame ring) + 2° (AapBdavovTal KaT eAAXIOTO TEGOEPIC (4) HETPAOEIC AVA EVIOXUTIKO).

5.6.3.3 AmoéoTaon PETAEU TWV EVIOXUTIKWY OOKTUAIWY KaTd TO didunkes: 130 mm
+ 2 mm (AauBdavovtal Kar eAAXIOTO TEOOEPIG (4) UETPNAOEIG ava evioxuTikd. Me 10
TTPOCNMO — KaTaypd@eTal N KAion Tpog 1a MM kai e + pog 1a MP).

5.6.3.4  "Yyog ékaoTou gvioXuTikoU dakTuAiou (frame ring) = 40 mm (Aaupdavovral
KAt eAAXIOTO TEOOEPIG (4) HETPAOEIG aVA EVIOYXUTIKO).

5.6.3.5 Metpnoeig TaXoug ToIXWHATOG T/ PETA TN MNXAVOUPYIKH KATEpyaoia
(Tpoxiopa-mechanical grinding) Twv OUYKOAANTIKWY POa@WV. TO OVOUAOTIKO TTAXO0G
TWV TOIXWHATWY TwV UTTO KaTaokeur T/Z (tube jacket) ivar 8 mm.

5.6.3.6  EmTpemrdéuevn KATOOKEUAOTIKA OTTOKAION TNG KUKAIKOTNTAG O€ KABE
METPNON OTO €0WTEPIKO Twv T/Z: £ 1 mm PE OKTIVIKEG PMETPAOEIG, OE OXEON ME ThV
avTioTolXn aKTIVIKA didoTaon.

5.6.3.7  Clamp distances: = 2,5 mm.

O1 peTprioeIg PTTopoUV va EKTEAECTOUV TUNUATIKA KaTé TN didpkeia uhoTroinong
TOUu €pyou, aAAd o€ KABe TrepiTITWoNn Ba TTPETTEl va eKTEAEOTOUV Kal PETA TNV
oAOKANpwaon Tou £pyou Kal TTpIv TNV TTapadoon Twv T/Z oTig eykataoTdoelg Tou MN.N.,
TTapoucia NG E.MN.E. Ta tnv ekTéAeon Twv €v AOyw HETPROEWY TNG KUKAIKOTNTAG-
SlaueTprpaTog Twyv T/Z, duvatal va XpnolhoTroinBei opnTds apBpwTog PETPNTIKOS
Bpaxiovag ouvteTayuévwy (portable articulated measuring arm) pe duvaroTnTa
METPNONG TNG YEWMETPIAC TwV E€EAPTNUATWY KOl TWV KATOOKEUWYV, MECW TNG
avixveuong OIaKPITWY OnueEiwv otnv €m@avelid Toug ammd KatdAAnAo ouoTnua
aioOntApa (probe system). EvaAAakTikd, duvaral va xpnoiyotroindei Zuotnua (MTM)
MewdaITkwy ZT1a8uwv Blounxavikwyv Metprioewv (YwViokAg akpifeiag 0,5¢cc) yia tnv
AMyn petprnoewv ot éva Eviaio Kapteolavd Z0oTnua ZuvreTayuévwy (TOTTIKO TOU
ekdoTtou T/Z) 1O oTroio Ba xpnoigoTtroindei kKal Katd TNV eykatdoTtaon Tou T/Z OTn
B¢éon Tou et Tou Y/B. O1 guBuvTtnpieg ekdoTou véou T/Z (OTO OUVOAIKO PAKOG TwV
7.495 mm) Ba emmaAnBeuBbouv pe T Weapon Line Tou Y/B, 6TTwg avagEpObnke Kai
oTnVv avwTépw TTapaypa@o 4.2.8. Ta atmmoTeAéopaTa TwV PETPROEWV Ba TTPETTEl va
TTpookouioTolv otnv E.MN.E. o¢ wnoloki popery kar Ba atroteAéoouv PEPOG TOu
TTapadoTéou £pyou, yadli uE Ta aTmmOTEAETHOTA TWV OOKIPWY TTOU Ba EKTEAECTOUV KAl
TTEPIYPAPOVTAl OTNV ETTOUEVN TTAPAYPAPO.

5.6.4 Mg oKOTTO TOV £AeyX0O UTTAPENG TTAACTIKAG TTAPANOPPWONG PETA TNV EKTEAEON
TWV €PYACIWY CUYKOAANONG Kal ToV EAeyX0 TNG EUBUYPANMPIONG KAl TG KAPTTUAGTNTOG
TWV  EAQOPATWY  EKATEPWOEV  TWV  OUYKOAANTIKWY  pagwy, BOa  ekTeAsiTal
OEIyUATOANTITIKOG dIa0TACIOAOYIKOG EAEYXOC TWV CUYKOAANPEVWY TUNPATWY ATTO TA
oTroia atroTeAsital TO KUAMIVOPIKO TUANA Twv T/Z. O1 emMTPETTTEG ATTOKAIOEIG, JETA TNV
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TEAIKI) OUYKOAANGN Kal TN INXAVOUpPYIKR Katepyacoia (Tpoxiopa-mechanical grinding),
gival o1 Katwor:

5.6.4.1  YwoueTtpikry/ katakdpuen atrdékAion (edge mismatch on the tube jacket):
8% €T1Ti TOU OVOUAOTIKOU TTAXOUG TWV OUYKOAANUEVWY EAQOPATWY YIA TIG OIANNKEIG
Pa@EG Kal 13% yIa TIG TTEPIPEPEIAKEG.

5.6.4.2  AmokAion Tng KauTruAGTNTOG/ KUKAIKOTNTOG (plate peaking in on the tube
jacket): < 1mm vyia TIGC OIAUNAKEIGC OUYKOAANTIKEG pa@éc kal < 0,5 mm yia TIg
OUYKOAANTIKEG PAQEG OTNV TTEPIPEPEIN TOU KUAIVOPOU.

5.6.5Metd TNV OAOKAApWON TWV E€PYyaciwyv Tou avaddxou Kal TIpIV Q1O TNV
uTTOYPO®N TWV TTPWTOKOAAWYV TTOCOTIKNAG KAl TTOIOTIKAG TTapaAaBig Twv epyaciwy, Ba
ekTeAeoToUV TTapoucia TnNG E.M.E. dokiuég ammd Tov avadoxo, woTe va dIatmoTwoE N
TTANPOTNTA TOU TTAPOdOTEOU £PYOU Kal N CUMQWVIO TOU HE TIG QTTAITACEIS TIG
TTapoucag MN.E.A. O1 ev Aoyw Ookipég Ba TTepIAapBavouv SOKIUES TTiEONG ECWTEPIKA
(udpooTaTiky doKIur), KABWG Kal AOITTEG  AEITOUPYIKEG OOKIUEG, Ol  OTIOIEG
TrepIAauBdvouv tn @oépTwon/ dokiuf Twv T/Z pe KAaTGAANAO ouoiwpa TopTTiANG, META
TNV EYKOTACTOON TOU OUVOAOU TWV TTAPEAKOMEVWV/ EEQPTANATWY TwV T/Z.

H udpauAikfy dokiun Twv T/Z Ba TTPETTEl VO EKTEAEOTEI €CWTEPIKA QUTWYV, ME
TTPOCWIVI OTEYAVOTTOINON (TATTWHA) TWV AVOIYUATWY ekaTépwBOev Twv T/Z, n oTroia
Ba exTeAEOTEI YE pepiMva Tou avadoxou. H udpaulikr) dokiun Ba ekTeEAEOTEI O€ TTiEoN
Tpiavta (30) bar kai n xpoviki didpkeia TNG OOKIPNAG opifeTal oTa dekaTTévTe (15)
AETTTd, €VIOC TNG OTToiaG OEV Eival ETMITPETITH KAMia augouegiwon TnG TTieong dOKIUAG.
MeTd Tnv emiTuxf) OAOKAfpwon TNG UBPAUAIKNG DOKIUNG, B EKTEAEOTEI PHE PEPIMVA TOU
avadOXou €K VEOU OIOOTACIOAOYIKOG EAEYXOG TWV KATOOKEUWYV, CUPQWVA HPE TNV
avwTépw TTapaypa@o 5.6.3, woTe va dIammoTwoEi N UTTapén TUXOV TTaPAPEVOUC WYV
(TTAQOTIKWYV) TTOPAPOPPWOEWY Kal va avaAngBouv T1a avaykaia SIopOwTIKA HETPA
Katd TrepiTrtwon. H udpauAikr dokiury 6a ekTeAeOTEl PEXPI TNV €CAAEIYPN OAWV TWV
OOMIKWY aoTOoXIWV/ atroKAioEwY TTou TMBavweg Ba TTpokUwyouv. MNa TNV udpaulikh
OOKIUA, €KTOC aTTd TNV KOTAOKEUN TWV KATAAANAWY dIatdgewyv OTEYAVOTTOINONG
(KaTTaKIWY) TToU TTpoava@EéPBNKe Kal Ta oTroia Ba o@payifouv Ta avoiyuata oto NP
kKal oto MM TuAPa autwy, Ba ammaitnBsi KATAAANAN dIATagn yia Tnv eKTEAEON TNG €V
Aoyw OokIung Tieong (Tr.X. UTTapén A KoTaokeur) KAatGAANANG deapevng evidg Tng
oTroiag Ba ekTeAeOTEN N UDPAUAIKR DOKIUN), ME HEPIMVA TOU avadOXOU.

H TtotmmoBétnon/ eykatdoTaon Twv a@AIPETWV (UN MOVIHWYV) TTaPEAKOUEVWV/
eCOPTANATWY/ PNXaviouwyv Twv T/Z Kal TNG €EWTEPIKAG Bupidag oTeyavoTToinong
(e€wTepikd TTWPa T/Z - muzzle door), Ta otoia dev TTEPIypAPOvVTal OTNV TTapouca
MN.E.A.,, Ba ekteAeoTei pe pépiuva TNG YTINPEoiag META TNV OAOKAApwWON Twv
avaTEBEIoWY EPYATIWV KATAOKEUAS TOUC aATTO TOV avAadoxO Kal ToV AOITTWV OOKIMWV
TTOIOTIKAG KOl TTOOOTIKAG TTapoAaBric tou €épyou. Metd Ttnv eykardotacn Twv
eubuvTnpiwyv pApdwyv otoug T/Z atmd 1o apuoddio TTPocwTTikG Tou MN.N. Kal ye oKOTTO
TN dloKpiBwon TNG eubuypaupioews Twv T/Z KAl TOU ATTAITOUPEVOU ECWTEPIKOU
OlaueTpAPaTOG KaB' OA0 TO PAKOG autwy, Ba XpnoluoTtroinBouv PNXavikEG PATPEG
(KOAiuTTPEG), o1 otroieg pe pépiuva Tou M.N. Ba diIEABouv atmd TO €CWTEPIKO TWV
eykateoTnUEVwY T/Z, woTe va emReRaiwbei n eAeUBepn dIEAEUON TWV TOPTTIAWY EVTOG
Twv T/Z kal n TTapaAAnASdTNTA TWV €ubuvinpiwyv. O avddoxog HETA TNV ETITUXA
eKTEAEON TOU OUVOAOU TWV €v AOYyw OOKIJWV Kal €pOoovV Ogv  TTPOKUYWOUV
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TTOPATNPEAOCEIS aTTO TN OIEAEUCN TWV PNTPWYV OTO €0WTEPIKO TOUG, Ba CUPTTANPWOEI
Kal 6a Tmapadwoel otnv E.MN.E. Ta avrioToixa mTpwTOKOAAQ TTOIOTIKAG KAl TTOOOTIKAG
TTapaAaBAG, CUPPWVA UE TIG OOKIPES, OTTWG avagEpovTal oTnv TTapaypago 4.3.1.11.

6. EIMMYHZEIZ

6.1 O avddoxog Ba eyyunBei TNV KAAR TTOIOTNTA TWV EKTEAECBEICWYV EPYATIWY YIA
XPOoVIKO dlaoTnua duo (2) eTwyv, ATOl €TTTAKOCiWV TpIavTa (730) nuepoAoylakwv
NUEPWYV, ATTO TNV NUEPOMNVia opIoTIKAG TTapaAaBAS Twy epyaciwy atrd Tnv E.TN.E.

6.2 Ta 10 ouoTnua Bagng, 1Io0xUouv Ta avaypa@oépeva otnv MpooBnikn «3» TNng
M.E.A. TTapaypd@ou 2.1.1 (6oa €€’ auTwV £XOUV EQAPPOYH YIa TO £V AOyw oUoTNUA).

6.3 Méoa oTn XpoVviKA TTEPIOdO TNG €YYUNROEWG, O avadoxog Ba euBuveTal yia TNV
eCAAEIYN OTTOIWVONATTOTE EAATTWHATWY 1 BAaBwv TTOoU Ba o@eilovTal OTNV EKTEAEDN
KOKNG TTo10TNTAG €pyaciag f otn XpHon akatdAAnAwv uAikwyv. MOAIg diatmoTwBouv
ammd Tnv Ymnpeoia ehartwuata A BAGBeS, o avadoxog Ba sidoTrolciTal eyypdpwe TO
OUVTOPOTEPO OUVATO Kal OTTWOOATIOTE PECA OTO XPOVO I0XUOG TnG e€yyunong. H
yparti auth €idotroinon Ba Trepihaufdvel kat  eAAXIOTO Tnv TTEPIYPAPH TOU
eAATTWPATOG 1 TNG PAGPRNG TTOU dIATTIOTWONKE Kal TV éKTAON NG CnUIAG TTou
TTPoKANBNKe. O avddoxog PeTd TN AN TG TTapatrdvw €1d6oTtToinong Ba uttoxpeouTal
va OTTOKATOOTACEI PE OIKA TOU JEoa Kal £60da Kal EVTOG TOU CUVTOUOTEPOU duvaTou
XpOvou, 0Aa Ta eAaTttwuarta A TiIG BAGREC TTou KAAUTITOVTAI ATTO TNV £yyUnon.

7.  TIEPIEXOMENO TEXNIKHZ NMPOZ®OPAX

7.1 O utrown@iog avadoxog Ba TTPOCKOUIoElI YE TV TTPOCPOPA Tou Ta KATWOI (dev
ATTAITEITAI N TTPOOKOMION TWV AVAPEPOUEVWY OE TTAPAYPAPO e TiTAO «llepiexduevo
Mpoo@opdc» TG oxeTikNG MN.E.A. 2.1.1):

7.1.1 ZuptmAnpwuévo GUANO Zuppdpewaong TTpog TNV TexvikA MNpodiaypa@r Pe TiTAO
«ENTYINO ZYMMOP®QZHZ MNMPOZ THN TEXNIKH MNMPOAIATPA®H», cUupwva pe
TNV MNpooBnkn «2».

7.1.2 2uptmAnpwuéva Ta Eviuta Tou MapapTAPATOS A TOU KAVOVIOHOU TTapaypa®ou
2.3.3. MéAn Tng emTPOTTAG agloAOynong Twv QAKEAwV Twv Texvikwy Npoo@opwv
TTou Ba kartateBouv, Ba EemMOKEPTOUV TIC €YKATOOTACEIC TTOU Ba OnAwoouv ol
utToWn®Iol avadoxol oTnV TTPOoPOPA TOUG, WOTE VA ATTOPAVOOUV OXETIKA PE TNV
KATAAANAGTNTA TWV UTTOOOUWY TOUG, CUMQWVA PE TA avaypa@Oueva oTnv TTapouca
M.E.A. Kai TIG aTTAITACEIG TOU KAvoviouou Trapaypdeou 2.3.3.

7.1.3TioToTroIiNTIK& 0TV €AANVIKA 1 0TV ayyAIKRp YAWooa (Twv oTroiwv n didpkeia
IO0XU0G Ba KaAUTTTEl OAn TN didpkela TNG ouPBaAong) Qopéa €yKEKPIMEVOU OTTO TO
EZXYA A amd v «Eupwtraik Zuvepyaoia yia Tn Alamioteuon» (European
cooperation of Accreditation — EA) 4 amd @opéa péEAOG Tou «International
Accreditation Forum (IAF)», ge QVTIKEIMEVO TIG KOTAOKEUEG VIO TA KATWO!:

7.1.3.1  ZuoTtnua diaxeipiong moiotnTag (ZAlM) katd 1o mPdTUTTO TNG TTapaypAapou
2.3.10 ) 1000UVOUO, CUPPWVA PE TA AVAYPOPOUEVA O€ aVWTEPW TTApPAypa®o 5.1 NG
TTapoucag MN.E.A. kai mioTotroinTik yia TNV agloAdynon Twv CUCTNUATWY TTOI0TNTAG
TWV CUYKOAANTWY KOTAOKEUWY, CUPQWVA JE TNV AVWTEPW TTapAypago 5.2.
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7.1.3.2  Zuotnudtwyv TTePIBAANOVTIKAG dlaxEipiong, KATd TO TTPOTUTTIO TTapaypd@ou
2.3.11 4 1c0duvapo.

7.1.3.3  ZuoTnpa dIaXEipIoNG TNG UYEiag Kal TNG QOPAAEIOG OTNV Epyacia KATA TO
TTPOTUTTO TNG TTapaypdgou 2.3.12 i Ic0dUvapo.

7.1 4TlpwTOTUTTO 1} AVTiYPOAPO aTTéQAONG I10XU0OUCAG KATA T XPOVIKN OTIYUNA
UTTOBOANG TNG TTPOOPOPAG, €kdoBeicag atrd Tov apuddIO AVTITTIEPIPEPEIAPXN, OTA
OI0IKNTIKA OpIa TOU OTTOIOU N ETTIXEIPNON TOU avadOXou £XEI TNV KATAOTATIKA TNG £0pa
I aoKei TN dPaCTNPEIOTNTA TNG, WG APBPOo 6 OXETIKOU 2.2.4. Me Tn OUYKEKPIPEVN
ammogacn, Ba BePaiwveral 0TI N v AOyw eTIxeipnon eival eyyeypapuévn oto Eidiké
Mntpwo Emxeipnocewv Nautriiynong, Metatpotg, ETIOKEUAG Kal ZuvTipnong
[MAoiou, AeIToupyei CUPPWVA PE TO OXETIKO VOUO TTapaypa®ou 2.2.4 Kal Ta AVTIKEIJEVA
dpacTNPIOTTOINONG TNG ETTIXEIPNONG €ival ATTOAUTWG OXETIKA YE TO TTEQIO EQPAPHOYNG
TNG TTapaypagou 1 1nG TTapoucag MN.E.A.

7.1.5 X TTEPITITWON KOIVOTTPAEiAg, O avWTEPW ATTAITAOEIG TTapaypdewy 7.1.1 —7.1.4
Ba uttoBdaAAovTal EexwPIoTA yia KABE PEAOG TNG.

7.1.6 AvTiypa@a TwV TITUXiWV/ TTIICTOTTOINTIKWY O0TNV €AANVIKA 1] 0TV ayyAIKA yAwooa,
Tou Texvikou Ao@aAciag, TOu pnxavikol OUYKOANACEWYV, Tou €mMOewpPNTN
OUCTNUATWY Ba@rig Kal Tou/Twv €mMOewpnTA/WV EAEYXWV CUYKOAANCEWV (ETTITTEDOU
Level 2) tmou Ba diaBétel o avddoxoc kaB® OAn Tn OJIAPKEID TWV €EPYATIWV.
EvaAhakTikd, ©Oa uttoBdAAetar  utrevBuvn dnAwon Tou N.1599/86 o1 ©
evoloQePOUEVOG Ba TTpooKouioel Ta ev Adyw TITuXia/ TTIOTOTTOINTIKA OE TTEPITITWON
TTOU TOU KOTAKUPWOEI N gpyoAafia wg amapaitnto TTapacTaTIKO yIa TNV UTTOYPaQr)
OXETIKNG oUpBaong. H Trepiodog 1oxvog (period of validity) Ttwv avwrtépw
TTIOTOTTOINTIKWYV €ival dUO (2) £€Tn a1Td TNV NPEPOUNVIa €KOOOTG TOUG, EKTOG AV OpPICETal
OIOPOPETIKA ATTO TOV EKAOTOTE POPE TTIOTOTTIOINONG AUTWV.

7.1.7 Avtiypaga Twv TTIOTOTTOINTIKWY O1adIKaolwy ouykoAAnoews WPQR (Welding
Procedure Qualification Record) ka1 WPS (Welding Procedure Specification),
oUN@WVA JE TA avaypa@oOpeva o€ avwTEpw TTapdypa@o 4.3.1.7. Ta TOTOTTOINTIKA
Katé Tnv nuepopnvia dieaywyng tou diaywviopou Ba TTpéTrel va eivalr oe 10XU.
EvaAAakTiké, duvatal va uttoBAnBei utreuBuvn dnAwaon OTI 0 UTTOWNYIOG avAadoxog
Ba TTpookouioel Ta v Adyw TTIOTOTTOINTIKA OE TTEPITITWON TTOU TOU KATOKUPWOE N
EPYOAQBia WG atTapaiTATA TTOPACTATIKA YIA TNV UTTOYPO®r OXETIKNAG oUPBaong.

7.1.8TMioTotroiNTikd Biounxavikng Ao@dAeiag (EKBA) kair utretBuvn diAwon Tou
N.1599/86, oOtmou Oa avagépetar OTI €@doov Afyel n 10XUG TOUu &V AOYyW
TNIOTOTTOINTIKOU  €vTOC TnG OIAPKEIAG TOUu €pyou, O avAadoxog avaAaupdver tnv
uTTOXPEWON EYKAIPNG avavEwoNg auTou. Z& TTEPITITWON TTou OEv u@ioTaTal TO €V
AOGyw TOTOTTOINTIKO KATA TNV KATABEON aTTO TOV UTTOWNRPIO avadoX0 Tou QakEAOU TNG
Texvikng Mpoo@opdg, atraiteitTal utTTeEUBuvVN dAwWoN oTnV oTToia Ba avagEpeTal 0TI TO
MoTotroinTikG Biounxavikng Aog@aieiag (EKBA) Ba karateBei yetd TNV KATOKUPWON
TOU dIayWVIOHOU Kal OTI €pOooV Affyel N 1I0XUG TOU €V AOyw TTICTOTTOINTIKOU £VTOG TNG
OIGPKEING TOU £pyou, 0 avadoxog avalauBAvel TNV UTTOXPEWON £YKAIPNG AVAVEWONG
auTou.

7.1.9MototroiNTikG  eyypagrns oT1o «Eviaio Mntpwo Emixeiprioewv  ApuvTiKou
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YAIKOU», OUUQWVA PE TNV QVWTEPW TTAPAYPAQPO 5.4.

7.1.10 Xpovodidypauua yia TNV EKTEAECT TWV AVATIOEPEVWY EPYACIWY, CUPQWVA UE
TNV AvWTEPW TTapaypago 4.3.1.2.

7.1.11 BeBaiwon emiokewns oto NauoTabpo ZaAapivag, wg avwTépw TTapaypa®o
4.3.1.18.

8. TPOTAZEIZ BEATIQZHZ TEXNIKHZ MPOAIATPAOHZ
8.1 ZxoAhiaoudg TnG TTapoucag Mpodiaypa@ns atrd KABE eviIaPEPOUEVO, UTTOPEI vVa

yivel PEOWw TNG NAEKTPOVIKNG e@appoyng dlaxeipiong M.E.A., otn diadikTuakn
TotroBeoia http://www.geetha.mil.gr.

ErKPIZH NMPOAIATPA®HZ
2YNTA=H

MAwTapxns (M) Euayyehog KoutooAéAog IM.N.
Tunuatdpxng NEN/A2-I

EAEMXOZ

MAoiapxog (M) Mepdaoiuog Mixahog IN.N.
AiguBuvtng TEN/A2

OEQPHZH

ApxitrAoiapxog (M) ABavdaoiog Zdautog N.N.
AieuBbuvtrg A" KAGdou N'EN

NMPOZOHKEZ

«1»  Zx€dia — Pwroypa@ikd YAIkS T/Z
«2» Evrutio oupgpopewong 1rpog Tnv MN.E.A.


http://www.geetha.mil.gr/
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MPOZOHKH «1»

2x£010 — PwToypanikd YAIKO T/Z

a. 2x£01a

2x€01a Tou UTTG KaTaoKeur T/Z o€ AoyIOUIKO TpIodIdoTaTng oxediaong
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B. Pwroypapikd YAIKO T/

PR A B

(TN

Eikéva 3: MNP TuRpa T/Z ev ammoBéoel oTig eykaTaoTdoelg Tou MNM.N.
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META atrd wnypaToBoAr BaBuou kabapdTnTag Sa 2v2

Eikéva 4: Eykateotnuévog T/Z o€ Y/B kartd mn didpkeia
EPYACIWV ETTIBEWPNONG, META TNV £EApUOON
TWV euBuvTnNPiwy paRdwv
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MPOZOHKH «2»

‘Eviutto cuuudppwaonc poc tnv MN.E.A.

MNAPAITPA®OZ MEPIFPA®H ANAITHZHE @ AMNANTHZEIZ — NAPATHPHZEIX

NeA @ MPOS®EPONTOS ©

O mpoopépwv ¥

OAHIEZ XYMIMAHPQZHZ ENTYTIOY:

(1) a. E@béoov uttdpxel TTAPNG CUPPOPPWON Pe Ta diaAauBavopeva otnv MN.E.A.
O TTivakag avTikabioTaTtal atrd To KENEVO «ATTOOEXOMAl TTANPWGS KAl AVETTIQUAQKTA TO
oloAapBavoueva atnyv MN.E.A.» (dev atraiteital cuuTTAApwOon Twv TTESIWV TOU TTiVOKQ).

B. ZTO €vOEXOUEVO PN CUMMOPPWONG avaypaPeTal TO KEINEVO «ATTOdEXOUAI
avetm@UAakTa Ta  OlohauBavopeva otnv TLE.A. mTAnv  Twv  €da@iwv TTou
Kataypda@ovTal oTov akOAouBo TTivakay» Kal akoAOuBEei 0 TTivakag aTnv TTpwTn OTAAN
TOU OTToioU  avaypd@eTal O apPIBUOG  TTapaypd@ou 1 UTTOTTapPaypd@ou  Tng
TTpodiaypa@n (ToUu KUpPiwg KEIMEVOU Kal Twv TTPOCONKWYV) yia Tnv oTroia Oev
upioTaTal CUPPOPPWON.

(2)  Avaypdeetar o TiTAOG TNG TTapaypd@ou TnG TTPodiaypa@ng, yia Tnv oTroid
ONAWVETAI U CUPPOPPWOT), TTOU AVTIOTOIXEI OTOV APIBUO TTOU CUPTTANPWONKE oTnV
idla ypauun TG TTPWTNG OTAANG Tou Trivaka (Mapddeiyua: Atraimioelg NopoBeaiag).
2TNV TTEPITITWOTN UTTOTTAPAYPAPWY YIA TIG OTTOIEG DEV UTTAPXEI TITAOG avaypA@eTal €iTE
oUvTOun TTEPIYPOPy TOU  TTEPIEXOPEVOU  TNG  uTtoTrapaypdgou  (Mapddeiyua:
AGIOAOYNON TWV CUYKOAANCEWYV UE PN KATAOTPOPIKOUG EAEYXOUG) R Ol TIPWTEG TPEIG
€wg Trévtie AECEIC TNG  UTTOTTAPAYPA®OU, OAKOAOUBOUMPEVEG aTTO  ATTOCIWTTNTIKA
(Mapadeiyua: H emmidoon otnv E.MN.E. emkaipotroinuévou...).

(3)  AvaypdeeTal TTOPATAPNON YIA TN KN CUPPOPQWON JE TN OXETIKA atraiTnon TG
TTaPAYPA®OU 1} UTTOTTAPAYPAPOU TNG TTPOdIaYPAPAG, TTOU AVTIOTOIXEI OToV aplBud
TTOU CUPTTANPWONKE oTnv idla ypauuA TG TpwTng oTAANG Tou Trivaka (Mapdadeiypa:
Mn cuppoépewaon — Agv ugioTavtal TTICTOTTOINTIKA...).

(4) Xwpog yia Ta OTOIXEIQ, TV UTTOYPA®NA Kal TNV o@payida Tou TTPOCPEPOVTOG.




